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Table 
70 in. x 16$ in. 


Table 
Movements 
ongitudinal 40 in. 

Cross 12 in. 
Vertical 18 in. 


Spindle speeds ( 16) 
9t0775  revs/ min. 


Supplied with Separate Motors 
mag and Feed Drives 


J PARKINSON & SON 
(SHIPLEY) LTD 


SHIPLEY YORKSHIRE 
Tecepoone 53231 
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HACKSAW BLADES 


oi ates Me 


\ \. ee 


and 
feel 
the 


difference ! 


‘Eclipse’ hacksaw blades and other tools are made by James Neill & Co. (Sheffield) Ltd., and are obtainable from all tool distributors. 


UH27 
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MOREE iS seta estes Bigtids samenrert 


Where heat-treatment is con- 
cerned—are you doing the job as 
economically as possible? It’s surprising 

sthe:number of people who invest in 

% expensive machine tools for production 
—and then spoil a good job in outdated 
furnaces. And the result? Rejects— 
time, money and probably customer 
goodwill lost. More and more people 
are relying on Wild-Barfield cquip- 
ment. Write for full details and see how 
you can save by changing to modern 
electric furnaces. 


Self-contained Electrode Salt Bath 
ESB 346. 


BA mre FOR ALL HEAT-TREATMENT PURPOSES 


FURNACES j 


WILD-BARFIELD ELECTRIC FURNACES LIMITED 


ELECFURN WORKS, OTTERSPOOL WAY, WATFORD BY-PASS, WATFORD, HERTS. Tel: Watford 6091 (8 lines) Telegrams Elec ‘furn, Watford 
we7i 


When answering advertisements kindly mention MACHINERY. 
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STEIN ATKINSON VICKERS HYDRAULICS LIMITED 
use HARPER CASTINGS 

delivered fully machined 

and ready to assemble 

TESTED TO WITHSTAND 2000 Ib/sq. in. 


Harpers supply fully machined 

castings for the V4o00 Type 

Hydraulic Pump. 

Tested to withstand 

a pressure of 2,000 lb/sq. in. these 

castings are in continual use at 

1,500 lb/sq. in. The bores and Peiitieac vented 
parts are ground to a tolerance from the foundry. 
of +.0003” and the outside faces 

are ground to 32 micro ins. 

The cored passages must be 

accurately maintained. 


Harper quality covers Grey Iron, 
Ductile Iron and Meehanite 
castings, also metal pressings, 
machining, enamelling and other 
finishes and sub-assembly work. 


Finished machined 
casting. 


Sectioned casting | 
showing the clean | 
cored passages. | 


saat, JOHN HARPER & CO. LTD. JOHN HARPER (MEEHANITE) LTD. 
D 2 ALBION WORKS Phone: WILLENHALL 124 (5 lines) Grams: HARPERS, WILLENHALL - WILLENHALL 
m 
> 





LONDON OFFICE: SEAFORTH PLACE, 57, BUCKINGHAM GATE, LONDON S.W.1_ Tel.: TATE GALLERY 0286 


MANCHESTER OFFICE: cyo B. J. Brown & Partners Ltd. 248/9 Roya! Exchange, Manchester 2 


When answering advertisements kindly mention MACHINERY. 
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: PRECISION ata price 


to suit your pocket 


FOR -0015” ACCURACY YOU NEED AN | FOR -0005” ACCURACY YOU NEED AN 


EMTOC | ELGAR 


CO-ORDINATE BORING MACHINE JIG BORING MACHINE 























@ Power feed to spindle 0:0012", 0:003”, 0:006” per rev. 

@ Ground form lead screws, maximum pitch error 
0-0005” per ft. 

@® Dials graduated in 0-0005”. 

@ Measuring system by rod or slip gauges and dial 
indicator. 

@ Rapid and fine hand feeds to quill. 

@ Depth measuring attachment. 


BOTH MODELS EX STOCK 
<7 RIGHT OPPOSITE NORTH ACTON STN. <> 
MACHINE TOOL COMPANY LIMITED 


172-178 VICTORIA ROAD - ACTON : LONDON W3 -: Telephone ACORN 5555 
Midlands Showroom: 1075 Kingsbury Road, Birmingham 24 NRP 
A2 


@ Built to free expensive machines from small 
work. 


® Boring spindle fitted with slow worm feed and 
rapid return controls by hand. 


@ Dial gauges supplied as standard for use with 
slip gauges. | 


@ Full range of accessories available. 
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STRATFORD — LONDON — ENGLAND 


MODEL "M" No. 15/20 


MOULD-MAKERS’ LATHE 


THE LATEST DESIGN OF MOULD-MAKERS' LATHE HAS 
INCREASED SWING OVER BEDWAYS (21") AND AN ADDITIONAL 
UNIVERSAL HYDRAULIC SLIDE FOR SQUARE SHOULDER WORK 
AND PROFILING IN ANY DIRECTION. NON CIRCULAR SHAPES 
ARE PRODUCED FROM A REVOLVING PATTERN IN ADDITION TO 

NORMAL PROFILING BY USING TWIN HYDRAULIC UNITS. 
36 SPINDLE SPEEDS, FORWARD AND REVERSE 
RANGING FROM 0°15 TO 1,000 R.P.M., BUILT-IN 

PITCH VARIATOR FOR MOULD THREADS. 


When answering advertisements kindly mention MACHINERY. 
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Step up Production 
with the 


wm 







MODEL PM2 






| 

| HIGH PRECISION 

| HYDRAULICALLY 

| OPERATED 
VERTICAL SPINDLE 

| SURFACE GRINDING 

| MACHINE 


This machine has been specifically 
designed for production surface 
grinding operations where a high 
degree of accuracy and fine micro- 
inch surface finishes are required. 


Under these conditions one P.M.2 is 
capable of giving an output equiva- 
lent of three or even four horizontal 
spindle surface grinders of the same 
capacity. 

Allow us to carry out grinding tests on 


your components and submit a full report 
on the results. 


PROVEN ON THESE 


SPECIFICATION RECENT TESTS 
Grinding Capacit 20in. by 6in. by 104in. under wheel 
Table Size .................-. a 42}in. by Vin, 
a. ee A 15 hour job reduced to 2 hours. 
I sesinaeckessceumeess ... 13} ewt. net; 154 cwt. gross 


BOURDON TOOLS LTD 


A surface finish of one micro inch on 
2}in. dia. tungsten carbide discs. 


1 
1 UNION ROAD, CROYDON, SURREY, ENGLAND 
| Telsphone: THORNTON HEATH 3221 


When answering advertisements kindly mention MACHINERY, 





* 


MACHINERY July 9 
thigh Perecestorn 


weed REPET MAP 


Hydraulic SURFACE GRINDER 


Crisscross 
grinding by 
combined transverse 
and longitudinal 
feeds 


Automatic 
feed. Regulation 
of total grinding 
height in advance, 
works automatically 
without constant 
supervision 


Automatic 
feed of the 
grinding wheel, 
adjustable between 
.0004” and .004” 
per traverse 
movement 


SPECIFICATION 


See this Longitudinal Feed 
machine Transverse Feed 


in our 


Vertical Feed 
Table Surface 


showrooms Grinding Wheel... 


Write for fully illustrated folder 
SOLE U.K. DISTRIBUTORS 


Precision 
grinding of 
right-angle faces 
and grooves, with 
micrometer and 
fixed stop 


MHP.350 MHP.500 


aw a 
oy 
aw 
Ou 6.4°523.2" 
8” x ?” x 2’ 


Machines available with either dust-extractor 
or wet grinding equipment. 


DOWDING & DOLL LTD 


346 KENSINGTON HIGH STREET, LONDON, W.14 


Telephone WESTERN 8077 (8 lines) 


Telegrams ACCURATOOL HAMMER LONDON 


When answering advertisements kindly mention MACHINERY. 
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This test-piece proves that 

for mechanical drives — press, 
push, or sliding fit—Polygon form 
provides greater torsional 
strength. There’s no ‘notch effect” 
and no ‘run-out’. One machine 
completes the job —external and 
internal, roughing and finislfing. 
Ellipses and squares can also be 
produced and grinding wheel wear 


has no influence on profile. MANURHIN 


Eccentrics can be produced on The technical brochure 


a single pair of centres. p 4 LY G 0 | $6 OSs CRCETOEING <— 


A lever disconnects why not write for one ? 


the generating drive a ee 
for normal cylindrical grinding. CYLINDRICAL GRINDER 


CYLINDRICAL GRINDING 


Max. external dia. *4.33”. Max. internal 
dia. 11.7”. 


TRIANGLES 


Max. difference inscribed and circum- 
scribed circles .788”. Max. external dia. 
*4.33”. Max. internal dia. *4.33”. 
Distance between centres 314”. 


* Figures given for 17” wheel. Can be 
increased with wheel of smaller diameter. 


SOLE U.K. DISTRIBUTORS: 


DOWDING & DOLL LTD 


346 KENSINGTON HIGH STREET, LONDON, W.14 


Telephone: WESTERN 8077 (8 lines) Telegroms : ACCURATOOL HAMMER LONDON 


When answering advertisements kindly mention MACHINERY, 
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TURRET LATHES 


ws WM ccvieisiee 
Production 


2 
4 
4 

a 
Sad 


Swing over stainless steel covers 

Swing over saddle up to cross slide... . 

Diameter of hole through spindle 

Hydraulic actuation of driving clutth giving 6. 
finger tip gear change. 


| || HAN 2 SELLY OAK 
Wy BIRMINGHAM. 29 
LTD) TELEPHONE / 


SELLY OAK // 
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vom JOHN LANG & SONS LTD. / 


JOHNSTONE RENFREWSHIRE SCOTLAND 
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i or Production Shop 


MACHINERY 


r 


Economical - Sturdy 
Flexible in Toolroom 


YEON HALIFAX ENGLAND 


PLANERS A cmdbnctost 


SHAPERS | 
SLOTTERS | 
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HARD CERAMICS 
FOR ENGINEERING 


Let our ‘“ REGALOX”’ technical 
development advisory service tell 
you how “ REGALOX”’ can be 
applied to your products, your 
production and maintenance. 


* 
Z 
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> 
a 
< 
0 
> 
z 
0. 
r 4 
9 
= 
> 
y *) 
0 


WEAR & HEAT Pe DIMENSIONALLY STABLE i. LOW CO-EFFICIENT @ MIGH PHYSICAL 
RESISTANT UNDER ALL CONDITIONS OF FRICTION PROPERTIES 


With a hardness between diamond and sapphire, highly resistant to wear 
and possessing excellent physical properties. “ REGALOX" hard ceramics 
now open up new possibilities in the fields of Chemical, Electrical and 
Mechanical Engineering. 

Unaffected by high working temperature, '" REGALOX " remains dimension- 
ally stable under all conditions. it holds close dimensional tolerances and 
concentricity. It is impervious to moisture and withstands the action of 
practically all chemicals. Where required, components can be high 
temperature metallised—a process which has already had a wide application 
in the Electronics field. 

The advantages of " REGALOX" particularly its wear resistant quality, 
reduce machine maintenance and replacement of parts. 

“ REGALOX ” is already operating successfully in the Textile, Wire, 
Paint, Brickmaking, Grinding, Copper, Tin, Mechanical, Chemical, 
Nucleonic, and General Engineering Industries. Typical applications 
include:—Drill Bush Liners—Plug Gauges—Jig Bases—Textile and 
Wire Guides—Sand Blast Nozzles—Pump Seals and General Machine 
Components—Fuse Cores—Tiles—Grinding Balls—Brickmould Liners 
—Insulators—Bushes—Rods and Tubes. 


Industrial Ceramics Division 


soles Dep er TONYREFAIL 


THE WORCESTER ROYAL PORCELAIN CO. LTD 


sLAMORGAN SOUTH WALES 


INDUSTRIAL CERAMICS DIVISION itedatnene Ry babdscbobeg (bie 


PORCELAIN, TONYREFAIL 


When answering advertisements kindly mention MACHINERY. 
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The ever increasing range of ©.V.A. Kearney and 
Trecker Milling Machines, built by C.V.A. Jigs, Moulds 
and Tools Limited under licence from the Kearney and 
Trecker Corporation, Milwaukee now includes: 


3 h.p. 2CE with 16 speeds 


25 to 1,300 r.p.m. 30 to 1,575 r.p.m. 
(Horizontal) (Vertical) 


and 16 feeds — 4 inch to 25 inch 


7} h.p. 3CE with 16 speeds 


25 to 1,300 r.p.m. and 16 feeds — 4 inch to 25 inch 


Both models are fitted with independent feed drive 
motors and are available as Plain, Universal and 
Vertical styles. Both Plain and Vertical Machines 
can also be fitted with automatic cycle table control. 


KEARNEY & TRECKER 
MILWAUKEE 


Complete series of Model 3 and 4 T.F. Machines 
in Plain, Universal and Vertical styles from 
10 h.p. to 30 h.p. Monolever and automatic 
cycle table control is standard on all styles. 


The T.F. range features twin vertical screws 
giving equal weight distribution and increasing 
stability under the heaviest cutting loads. 


Also available is the 2D Rotary Head Machine 
with its unique action enabling the most 
complex jobs to be completed in a single set-up. 


Write for details of the CE. TF. and 2D 
Rotary Head Machines. 








E.H.JONES 


(MACHINE TOOLS) [| TD 





NRP. 126! 
When answering advertisements kindly mention MACHINERY. 
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MEW TECHNIQUE 


SLASHES COSTS 4 


THE PROBLEM: Components produced from bar on 
Capstan, Turret or Automatic lathes very often require 
some sort of subsequent milling operation. Differences 
in component diameter will vary with the degree of 
turning accuracy, but some differences must exist, and 
the problem is to hold these components securely in 
a fixture which permits rapid loading and unloading 
and easy cleaning. The fixture must have a wide 
capacity range and grip or release a batch of com- 
ponents simultaneously with a simple locking action. 


THE SOLUTION: The 2.8. AUTO-GRIP, with its system of 
floating rollers enables a larger number of components 
to be machined than ever before. The compensating 
action ensures that every component is firmly gripped 
irrespective of variations in diameter. This, together 
with its variable capacity, renders the Z.B. AUTO-GRIP 
the most versatile and efficient milling fixture ever 
marketed. 


HERE IS HOW THE AUTO GRIP WORKS 


The simplified sketch on the left and the drawing 
below show the basic principles involved. The large 
diameters represent a horizontal! cross section through 
the components and the smaller, the compensating 
rollers. If one imagines the swivel arm and rollers 
removed, and an attempt made to grip the com- 
ponents with the orthodox parallel! action vice jaw, it 
will be apparent that the vice jaw will impinge on 
the component having the largest diameter, and 
possibly distort until gripping the second largest: the 
remaining components are insecure. 


With the ZB. AUTO-GRIP system, the swivelling 
clamp arm exerts its pressure against the floating 
rollers which automatically arrange optimum pitch and 
spread the gripping load equally amongst the com- 
ponents notwithstanding substantial differences in 


diameter. This faculty can be demonstrated to good 

THE effect on your own desk, with the aid of a metal 
template and some coins: we shal! be happy to send 

you a template so that you may prove the Z.B. 


A UTO action for yourself. 
GRI i SAVES TOOLING -TIME -WORRY 


SPECIFICATION 


Overall length 134 ins. (343 mm) 
Overall width 74 ins. (190 mm) 
Overall height 3 ins. (76 mm) 
Size of base 134 x 6 ins. (343 x 153 mm) 
Internal depth . . 2 ins. (50 mm) 
Approx. net weight ... 41 Ibs. (17.6 kgs.) 
Max. dia. accommodated ... 2 ins. (50 mm) 





























All steel construction: working surfaces hardened: 
rollers supplied in sets with the following diameters: 


4" ahs $2" (7, 10, 13, 16, 19 m/m). 


When answering advertisements kindly mention MACHINERY. 
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468 GAGE EREE | 


PROOUCTION AND TOSLIMG 





COMPENSATED PRESSURE UNIVERSAL MILLING FIXTURE 


CAPACITY: any diameter between 
3" and 2". 


COMPENSATION: rollers equalise 
pressure, regardless of variations 
in diameter. 


OPERATION: the simple locking 
action gives speed and ease. 


SETTING UP: adjustment for 
different diameter components 
takes only a few minutes. 


ALIGNMENT: components auto- 
matically aligned with cutter 
travel. 


OUTPUT: close pitch gripping 
gives shorter machining times. 


ECONOMY: replaces an infinite 
number of special fixtures. 


PERFORMANCE: no complicated 
moving parts—indefinite life. 


COST: inexpensive—cost should 
be recovered in a few days. 


WRITE IMMEDIATELY FOR DETALLS 
ANO TEST — 





STOCKED BY LEADING TOOL DEALERS 


EXPORT AND TRADE ARRANGEMENTS We shall be pleased to forward the name of 
NOW BEING MADE your nearest stockist and to arrange a demonstra- 


— ENQUIRIES INVITED — tion as convenient. 


—_” QUEENS ROAD WORKS, 
A MIAIEALE EY; mnt enoeene N. WALES 


"ENGINEERS TOOLS & SUPPLIES / y TELEPHONE: LLANDUDNO 6970 














When answering advertisements kindly mention MACHINERY. 
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THE STALKER DRILL WORKS LTD 


July 9, 1958 


TWIST DRILLS 


of every size... 
for all materials ! 


Whatever your needs in twist 
drills 

high speed steel 
Tungsten Carbide Tippedor 
LUBRICOLD Oil Feed, STALKER 
can meet every need. Youcan 
count on STALKER, too, for 
the highest quality. Consult 
us through your regular 


suppliers. 


Y 


fs 
ZZ 


¢ DRILL SQUARE - #£SHEFFIELD, 6 
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This precision built press is 
designed to give a very high 
standard of printing particularly 
where mixed colour work is used 
in the production of newspapers. 
It includes a number of features 
which enable the most precise 


adjustments to be made, and to facilitate colour changes without wastage of ink 
and labour. The cylinders as shown in the drawing are mounted upon pre-loaded 
Timken double-cup tapered-roller bearings. Both cylinders are end-located by the 
bearings at the right, the bearings at the left (although pre-loaded within 
themselves) are free to float. In this arrangement temperature variation cannot 
interfere with the bearing tightness; errors in printing register due to play between 
the cylinders are thus avoided. 


The inset housings for the upper bearings have their exteriors eccentric to the 
bores; a micrometer adjustment for the printing impression is thus obtainable by 
slightly rotating the housings. 


Regd 
Trade Mark 


tapered-roller bearings 


MADE IN ENGLAND BY BRITISH TIMKEN LTD 


DUSTON, NORTHAMPTON (HEAD OFFICE): DAVENTRY AND BIRMINGHAM 
Telephone : Northampton 4021-8 and 3452-3. Telex No. 31-620. 
Telegrams : Britimken Northampton Telex 
SUBSIDIARY COMPANIES: FISCHER BEARINGS CO. LTD., WOLVERHAMPTON, TIMKEN-FISCHER STOCKISTS LTD., BIRMINGHAM 





interchangeability . . . 


OFFERS ECONOMICAL GAUGING... 


A WIDE SELECTION OF AIR GAUGING HEADS WITH SIMPLE ~ + 
QUICK-RELEASE BAYONET ADAPTORS, FOR USE WITH ; O00! INCH 
THE MERCER AIR GAUGE UNIT ARE AVAILABLE 





AIR PLUG GAUGES 
for 
INTERNAL DIAMETERS 





AIR GAP GAUGES 
for 
OUTSIDE DIAMETERS 


AIRFRINGS 


for 
OUTSIDE DIAMETERS . MECHANICAL 


PROBES for 
FIXTURE 
ILLUSTRATED TECHNICAL SET-UPS and 


COMPARATOR 
CATALOSUE ON REQUEST WORK 


J a a : M.1. AIR COMPARATOR 
THE MERCER AIR GAUGE SYSTEM IS WORKSHOP AIR rs ~ 
UNCOMMONLY VERSATILE IN APPLICA- METROLOGY 
TION USING DIFFERENT GAUGING HEADS. 


for 
WORKSHOP INSPECTION INSPECTION 


. Be * 


mae d wed THOMAS MERCER (AIR-GAUGES) LTD. 


“ 





ST. ALBANS , HERTS ; ENGLAND 


ST. ALBANS 55313 
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Photograph by permission of Ford Motor Co. Ltd. 


Machining of Ford rear axle carriers 


This six-spindle No. 10 Verticalauto multi-drills fourteen holes 

in the component as well as turning and facing. 

Hydraulic chucks exert a controlled pressure grip 

ensuring that there is no distortion. 

A 60 h.p. main motor provides ample power for continuous high production. 
8 and 12 spindle models are also available. 


VERTICALAUTO 


Thos. Ryder & Son Limited, Turner Bridge Works, Bolton, England 





Makers also of single-spindle Rydermatics and Piston Ring Lathes 


When answering advertisements kindly mention MACHINERY. 
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How do you pronounce Sciaky ? 








You should have heard the boffins on that controversial 
subject the other day. Old boffin Sid for example. 


He was saying that titanium satellites and nimonic space ships 
were fair game for SKY-ACKY welding. 


“After all,” he said, “‘saucepans, cages, bicycles, motor cars, 
missiles and aeroplanes are all SKY-ACKY welded.” 


“You mean SHE-ICKY welded” squeaked boffin Emanuel. 
Then all the other boffins joined in: “SHE-ACKY,” “SKY-ICKY,” 
“SHI-ARKY,” “SKEE-ICKY.” 


I myself pronounce it SEE-ACKY, which is, perhaps, how any 
self-respecting boffin would pronounce it. 





SCIAKY ELECTRIC WELDING MACHINES LIMITED, FALMOUTH ROAD, SLOUGH, BUCKS, ENGLAND. TEL: SLOUGH 25551 (10 LINES) CABLES: SCIAKYWELD, SLOUGH 


Paris Chicago London Birmingham Manchester Christchurch (N. Zealand) Calcutta Johannesburg Capetown Kualalumpur Bombay Bungalore Karachi 


When answering advertisements kindly mention MACHINER) 
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LINDNER 


@ Optical adjustment 

@ Measuring system free from wear 
@ Pre-selection of adjustments 

@ Projection optics 

@ Open-front design 


@ Automatic ng 
ordinate tabie boring head 





ni =u) | 


\n 
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SETTING 
ACCURACY 
WITHIN 0-00004in. 


SOLE AGENTS FOR GT. BRITAIN: 145-157 ST. JOHN STREET, 


STEDALL MACHINE TOOL CO. CLERKENWELL, LONDON, E.C-I 


When answering advertisements kindly mention MACHINER) 
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With SQUARE D it’s 


On any machine, all components must have 
the same degree of reliability. Square D 
builds the complete range of dependable, 
flexible control gear designed specifically for 
machine tool systems. Prove its performance 


for yourself. 


Square D Control Gear 


A.C. and D.C. Relays 

A.C. Mechanically- 
Held Relays 
A.C. Magnetic Starters 
and Contactors 

A.C. Combination 
Starters 

Star-Delta Starters 
A.C. Reduced Voltage 
Starters 

A.C. Reversing 

Starters & Contactors 


Pressure Switches with 
ranges up to 3,000 p.s.i. 
Hydraulic and Pneumatic. 
All settings adjustable. 





A.C. Multi-speed 
Starters 


Control Panels 
Control Centres 
Remote Control Units 
Limit Switches 
Pressure Switches 


A.C. and D.c. Timing 
Relays 
Fibre Duct 


Voltage Testers 


Control Stations — Push- 

buttons, Selector Switch- 

es, Pilot Lights and 
oil-tight Enclosures. 


MACHINERY 


July 9, 1958 


MACHINE TOOL CONTROL 


Starters and Contactors for motors up to 100 H.P. 


Pneumatic Timers with 
range from 0.2 seconds to 
AL, OX... 
and Flush Mounting types 


3 minutes 








ene 


Limit Switches oil- and 
dust-tight 
and Precision types with 


Heavy duty 


many operating arms. 





Multi-pole Relays up to 8 

poles with convertible 

contacts. Also la.ch types 
and D.C. models. 


Consult your nearest Square D Field Engineer on all control gear problems 
FIELD OFFICES: LONDON - 


SQUARE 


100 ALDERSGATE ST: LONDON : E.C.l. 


D 


MANCHESTER AND GLASGOW 


LIMITED 


Telephone: METropolitan 8646 


When answering advertisements kindly mention MACHINERY. 
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The benefit of our lower 
production cost is yours. 


The considerable demand for Wimet 
Expansion Reamers has resulted in 
the introduction of new manufac- 
turing methods. These have led to 
lower costs which are now being 
passed to you in the form of lower 
prices. 

Wimet tipped tools already possess 
a life many times greater than 
ordinary tools and in the Expansion 
Reamer this is multiplied many 
times over by the ability to expand 
it and regrind to size. 

Delivery of all commonly used sizes 
can be made from stock. Please 
write or phone your enquiries. 


Uy eres 


EXPANSION REAMERS 





wic KM AN @S6 


MACHINERY 


PRICES 





Finished 
Reamers 


* Blanks 
for sizing 





B.S.1 
Limits 


Grinding 
Allowance 
on Nominal 





64/3 


47/9 





Finished Reamers 


76/- 


58/- 





84/- 


64/6 





z 
“ 


#* 





ee 





89/3 





68/3 








Prices for intermediate sizes available on request. 


* Blanks for sizing ore finished in all respects 

but left with grinding allowance for circular 

\ grinding ond backing-off by customer. 
\ 


Gri" if 


* 


i> 
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WIMET DIVISION, TORRINGTON AVENUE, COVENTRY 


Telephone : Tile Hill 66621 


When answering advertisements kindly mention MACHINERY 
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—and cut 
the cost 
of chucking work 


Photograph shows various 
size steel blanks cut in 
six hours @ne operator 
can work more than one 
machine, once setting-up 
and loading are completed. 
The cycle is automatic and 
even the swarf is collected 
in a bin. 


AUTOMATIC COLD SAW 
MODEL AL/CC 


28in. Size with chip conveyor — parts slugs from bars 
in a fraction of the normal lathe or automatic time 


Close control of production times has proved times are being recorded. We will gladly 
without doubt that the use of pre-cut slugs co-operate with you on your own work. 
on single spindle bar automatic and turret Get in touch with us without delay. 


lathes can show savings of from 30 to 75 per FOUR SIZES OF THE ‘ FLUIFEED’ 
cent. 


AUTOMATIC 
The new FLUIFEED automatic cold saw has 22in. ADMITS UP TO 74in. DIAMETER. 
been specially developed to give production 28in. ADMITS UP TO I0in. DIAMETER. 
shops the full advantage of the ‘slugging’ 38in. ADMITS UP TO I4in. DIAMETER. 
technique, and really revolutionary production 48in. ADMITS UP TO I7in. DIAMETER. 


NORTHERN MACHINE TOOL WORKS 
NOBLE & LUND FELLING-ON-TYNE 


IONE: FELLING 82272 
TELEGRAMS: LATHES GATESHEAD 
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MACHINERY 


HYDRAULICS FOR MACHINE TOOLS 


LS 5 5 SS 


Hydraulics 


MACHINE 


TOOL DIVISION 


We at Keelavite are a team of experts in the design, installation and 
maintenance of complete hydraulic systems. We are ready to accept full 
responsibility for the proper working of all our installations, including all 
electrical or other control equipment, ° 

Not only this, we are the manufacturers of the largest range of hydraulic 
units in the United Kingdom. 


We are, of course, fully experienced in special applications of hydraulic 
power for the machine tool industry. 


THE RECOGNISED AUTHORITY 


KEELAVITE ROTARY PUMPS & MOTORS LTD, 


ALLESLEY, COVENTRY Telephone: Meriden 441 


When answering advertisements kindly mention MACHINER) 
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, 


- ..... auxiliary 
~  Jeed change 
ie ay 


ON 26° and 30° SWING LATHES 


Rotation of finger knob on 
end of apron gives 4 changes 
to normal feed rate from 
operators position 
Ratios: 14-1, 1-1, 3-4 & 1-2 





__ DESCRIPTIVE LITERATURE SENT OW REQUEST Dean smith Grace 


TELEX NQ. 51-123 @ TELEGRAMS: LATHES KEIGHLEY TELEX @ TEL. NO. 5261 (7 LINES) 


When answering advertisements kindly mention MACHINER) 





CAPSTAN & AUTO COLLETS 
GUARANTEED TO ‘001I°AT |! FROM FACE 


THE ACCURACY OF YOUR WORK DEPENDS 
UPON THE TRUTH OF THE COLLET 





HEAD OFFICE: TOWER HILL WORKS, WITNEY OXON Tel. No. WITNEY 334 


Mo}, lole], M-3 ee) oe) €i-3g-) MIDLAND STOCKISTS 
ACBARS LTD. 16-18 Macleod Street, Walworth Road RETSELP ENGINEERING LTD. Vulcan Road Industria! Site 
London, S.E.17. RODney 7191-2-5 Lode Lane, Solihull, Birmingham. SOLihull 2239 


Agents for South West England and Wales— MESSRS. W. 0. BULLOCK & SONS LTD., 126 RODBOURNE ROAD, SWINDON, WILTS. TEL: SWINDON 6331 


Agents fer Scotland R. McSKIMMING & CO., 65 WEST REGENT STREET, GLASGOW, C.2. TEL: DOUGLAS 739! 2 
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HYDRAULIC 
GEAR PUMPS 


Robust .. Reliable . . Efficient 


COMPACT, PRACTICAL DESIGN @ ATTRACTIVE PRICES @ 
SPECIAL RENEWABLE WEAR PLATES FITTED @ SUITABLE 
FOR PRESSURES UP TO 1,500 LBS/SQ. INCH @ AVAILABLE 
IN EIGHT DIFFERENT SIZES, FOR FOOT OR FLANGE 
MOUNTING, EACH A COMPLETE PUMPING UNIT. 


Also available complete with power-take-off unit and 
control lever. 


*Every Norga unit is backed by Angus specialists, and an 
organisation with half a century of experience of the manufac- 
ture of precision gears and pressure seals. 





= 
: To George Angus & Co. Ltd., Gear Division, 
a Prince Consort Road, Hebburn on Tyne. 


poer ras Please send me details of your new Norga Hydraulic 


Gear Pumps. 
COULOM 
FOR fui COMPANY 
mares ADDRESS 


Attention of Mr. .. 
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WITH MOTORIZED 
CHIP-BREAKER 
GROOVE GRINDING 
UNIT 


EQUIPPED WITH UNIVERSAL TOOLHOLDER 


The Chip-breaker Groove Grinding Unit on the Abwood 
CG2/CB accommodates almost every shape and size of 
turning tool. Its robust design allows accurate grinding 
of grooves of desired radius and size with extreme 
accuracy and perfect finish. 


UTILIZES DIAMOND WHEELS TO THEIR 
MAXIMUM EFFICIENCY 


ABWOOD MACHINE TOO 
Telephone : Dartford 5271 (5 lines) 





MACHINERY 





The ABWOOD range of Carbide Tool Grinders includes : 
MODEL No. | WHEEL SIZES 


CcGOo 
cGi 


CG2 
CG3 


6in. 
Bin. 
8in. 
12in. 


CG2 CB Bin. 
CG3CB_SCséidzin.. 


AVAILABLE WITH: 


Bench or Pedestal. 


Chipbreaker Groov- 
ing Attachment. 


J Motorised Chip- 


breaker Unir 


SES RD., DARTFORD, KENT 
Telegrams : ABWOOD, DARTFORD 
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The above display is a small 
selection from our range of 104 
shapes and sizes of standard 
handies and {0 sizes of hand- 
wheels in both dished and flat 
type. 

Why add to your costs by making 
special form tools? This is our 
job! Makers of machine tools 
and machinery of al) descriptions 
appreciate our specialised ser- 
vice in BALL HANDLES AND 
HANDWHEELS. Handles with 
moulded knobs tool! They not 
only save time but jalsofreduce 
production costs, 


WM. WHITELEY & SONS, i & incorporating ‘J. CHARLESWORTH 
(MACHINE TOOL DIVISION) PROSPECT IRONWORKS, LOCKWOOD, HUDDERSFIELD, YORKS. 
Telegrams: Drying, Huddersfield 


‘ Telephone : Huddersfield 4410 11 
makers of Machine Components since 1854 
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BOOD For Accuracy Plus Durability 


THE 
ABWOOD 
MODERN 
MACHINE 
VICE 


Grinding Vee Slides of drill jig using Abwood Machine Vice 
for ease of set-up. This set-up precludes any possibility FULL RANGE OF SIZES 
of lift, thus ensuring all faces being square and/or parallel. AND TYPES FROM 3’ to 15” 


VISUALISE WHAT AN IMMENSE SAVING THIS MEANS 


PRECISION GROUND CARBON STEEL JAWS 
SLIDING JAW MACHINED OVER THE WHOLE OF 
ITS SURFACE FOR USE OF SCRIBING BLOCK 
ENCLOSED SQUARE THREAD SCREW HARDENED 
ON THE END AND ‘THRUST’ 

MACHINE DIVIDED SWIVEL BASE INDEXED 
THROUGH 360 

ALL CASTINGS IN HIGH TENSILE ‘‘ MEEHANITE” 











ABWOCD MACHINE TOOLS LTD. PRINCES ROAD, DARTFORD, KENT 


Telegrams: ABWOOD, DARTFORD 


When answering advertisements Kindly mention MACHINERY. 
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U2”V2 
MILLING MACHINES 


Power feeds to all table movements. 
12 spindle speeds, 31-1010 r.p.m. 

18 rates of feed, 0.4-12.25 in./min. 

4 h.p. motor. 


£1135 including 3 phase electrics 


Power feeds to all table movements. 


12 spindle speeds, 32-1050 r.p.m 
18 rates of feed, 0.4-12.25 in./min. 
4 h.p. motor. 


£1220 including 3 phase electric 


INSPECT THESE MACHINES AT OUR SHOWROOMS 
Manufactured by OVER 60 MACHINES UNDER POWER 


B. ELLIOTT (MACHINERY) LTD. 


(MEMBER OF THE B. ELLIOTT GROUP) 
VICTORIA WORKS, WILLESDEN, LONDON, N.W.10 


Telephone: ELGar 4050 (10 lines) Telegrams: Elliottona, Harles, London 
Overseas Subsidiaries: CANADA, U.S.A., AUSTRALIA, S. AFRICA 


When answering advertisements kindly mention MACHINERY. 
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rus 1s NEW! 


106% ACCURACY AND FINISH 





‘Veteohopmene 
t one i 
Olena: 3 
ath a@e a 
igda: 

, 

Pe U 4 


The FB4F Fine Boring Unit Head illustrated above 
incorporates an independent feed motion, transmitted 
to its spindle quill through a simple plate cam, which 
can be designed to give a fast approach and varying 

Manufactured by:— rates of feed. The robust spindle and quill, together 
with super precision spindle bearings, ensure a high 


H h p re ( ¢ 0 n degree of finish and roundness. 


These self contained units are readily adaptable for 
a wide variety of applications without need for costly 


: set ups. 
q i} | p Ht fi fl Particularly suitable for mounting on simple base 


plates together with the necessary work holding fixture 


enabling single purpese units to be constructed for the 
DESIGNERS AND MANUFACTURERS OF SPECIAL minimum of time and cost. Wide range of speeds and 
MACHINE TOOLS feeds obtainable by changing feed cam and motor 
pulley. 
BLETCHLEY BUCKS *‘Descriptive brochure on request.”’ 


Phone: BLETCHLEY 3403/4/5 


ct cy) 
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CRAFTSMAN BUILT 
MACHINE TOOLS 


For continuous service over many years under 
a ee ag exacting conditions, there is no better choice 
than Steinel machine tools. 
Modern in design and exceptionally sturdy, it pays 
you to invest in Steinel. 


MULT! SPINDLE DRILLING 


Illustrated data available 
on each of the items shown 


RIVETING MACHINES 


Hammering up to f° rivet. 
Spinning up to 3°. Fine riveting 
up to }". 


VERTICAL MILLING 
MACHINES 


with power feed. Table size: ; BENCH DRILLS & BENCH 
8 x 29% also hand lever oper- : TAPPING MACHIN' 
ated with table size 44” x 93’. IG MACHINES 


PRODUCTION MILLING 
up to }° capacity. MACHINES 
> Horizontal milling machines 
with power feed, table size 
& x 29°. Also hand lever 
machines with table size 
6° x 274°, 4" x 9° 


MACHINE TOOL CORPORATION LIMITED 


103 Lancaster Road, Ladbroke Grove, London, W.1li. "Phone PARK 9451/2 





Rainbow 1340 


c2 
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DEVELOPMENT ENGINEER AT LANDIS MACHINE CO. REPORTS... 


“We cut costs from £20 to 4/- per 100” 


by deburring and finishing needle plates with 


Mr. James W. Dunford, development 


One of the most successful barrel finishing 
applications on record at Almco is this needle plate 
deburring and finishing at Landis Machine 
Company. 


The needie plate forgings are drilled and 
broached and then carefully deburred and finished. 
Formerly the cost of finishing and removing the 
tough burrs by hand filing was £20 per 100. 


Now, an Almco Model DB-200 barrel finishing 
machine performs the same operation at a cost of 
4/- per 100, a savings of 99%! 


VERSATILE EQUIPMENT 


By keeping simple records on processing cycles, 
correct media and compound, and proper schedul- 
ing, Landis engineers can switch the Almco 
equipment from part to part, to meet plant pro- 
duction requirements exactly. 


BROAD EXPERIENCE FOR YOU 


Almco’s experience in barrel finishing methods and 
techniques now covers a wide range of parts, sizes, 
shapes, metals, and operations. Almco maintains 
sample processing laboratories for the purpose of 
analysing product parts and desired results. Let 
Almco technicians work out procedures to give you 


the quality you want at the lowest possible finishing 
cost. 


REQUEST YOUR REPORT 


Simply write on your company letterhead, request- 
ing an Almco engineer to call on you. Or, send 
your sample parts and specifications on results 
direct to Almco. You will receive a detailed report 
at no obligation. 


Ghee Sypersheen 


HOLLAND (Rotterdam) N.V. Technische Handelsonderneming ‘‘ Carborundum-Aloxite 
Tecnimetal Societe Anonyme : SWEDEN (Stockholm) Trumlingsaktiebolaget 


engineer at Landis 


Machine Co., 
points to location of needie plate in new model of Landis shoe repair machine. 


Barrel Finishing 
Equipment 


44 


BEFORE AFTER 


MANY LANDIS PARTS NOW BARREL FINISHED 


With this £1,143 annual saving on needle plates alone 
in mind, Landis engineers have applied the Almco 
method to other parts until the company is now 
barrel finishing several hundred different parts to 
high quality standards. Rejects are practically non- 
existent. 


Finishing department operator at Landis Machine Co. gets ready 
for parts deburring run in Abmco barrel finishing machine. Almco 
construction is heavy-duty throughout, to stand up under rugged 
requirements month after month. 


BURY MEAD WORKS - HITCHIN - HERTS 
Telephone: Hitchin 3669 


"+ BELGIUM & LUXEMBURG (Bruxelles) 
: SWITZERLAND (St. Gallen) L. Kellenberger & Co. : 


SOUTH AFRICA (Johannesburg) Barry Colne & Co. (Pty.) Ltd. : AUSTRALIA & NEW ZEALAND (Melbourne) Hardie Trading Ltd. 


When answering advertisements kindly mention MACHINERY. 
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Ww — Precision automatic 
wire Straightening and 
cuttNG, 


at over 300 ft. per minute 











type RA 


WIRE STRAIGHTENING 
& CUTTING-OFF MACHINE 


—used by leading manufacturers of electrodes 
throughout the world. 

Suitable for iron, steel, aluminium and brass wire, these machines fully 
meet the exacting requirements of the wire industry for output, accuracy 
and safety. Multi-disc clutch for rapid stopping and starting cuts setting 


up and loading time to a minimum. Any length can be cut and pickled 
wire can be handled with the same ease as unpickled wire. 


SEVEN SIZES FOR WIRE FROM 0.012" to 11/16" DIA. 


SEE a demonstration of Type RA.7 cap. 1/16-9/32 in. in our 
Battersea Showrooms. 


SOAG MACHINE TOOLS LTD 


JUXON STREET - LAMBETH + LONDON - S.E.II 
PHONE: RELIANCE 7201 - GRAMS: SOTOOLSAG, LONDON, S.E.I! 


When answering advertisements kindly mention MACHINERY. 
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=A | The Rj 
Indicating r.p.m. of Indicating shaft speed, ; / h 
electric motor. showing use of extension. f 5 


Run your machinery at the optimum speed for 
peak efficiency. Any deviation from this speed 
almost certainly means that it— 
ullonniog taeiias apna .' and you!—are running at a loss. 
Cut this loss by making spot checks of 
r.p.m. witha SMITHS Hand Tachometer. 
Such a check can be made in an instant, 
even in unfavourable conditions.What's 
more, the reading is accurate to 
within 4%. 


SMITHS HAND TACHOMETERS 
can be used for checking :— 
Rotational speeds of shafts, spindles, gears, 
rotors and rolls. 
Linear speeds in ft/min or metres/min of 
metal strips, textiles, paper, wire, plastic, 
film and conveyed material. 
Surface speeds in ft/min or metres/min of 
cutting or grinding operations of machine 
tools, processing rolls, unwind rolls or wind 
up rolls for extrusion and strip production. 


Readings can be taken in bad lighting 
conditions or where the dial is visually 
obscured. 


AVAILABLE IN CHOICE OF FOUR MODELS:— 

"an es tae ror mecaaati eemmetn or ees erent Model A.T.H. 4 (0-50,000 r.p.m.) illustrated 
Please send full details of your | Model A.T.H. 6 (0-10,000 r.p.m.) 

HAND TACHOMETERS 

POST Model A.T.H.7 (0-20,000 r.p.m.) 

=) Model A.T.H. 10 (0-5,000 r.p.m.) 


| 

I 
= 
FULL 
i 

! 








ALL FOR L.H. OR R.H. DIRECTION OF ROTATION 





DETAILS 


PRICE (complete with strong case and full range of 
aeseacataeed £14.14.0 


AML T ES sovsrein wereumenr oivision 


Chronos Works, North Circular Road, London, N.W.2. Telephone: GLAdstone 1136 
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NEW IMPROVED " ACE" 
ROTARY CIRCULAR TABLES 
ADJUSTABLE WORM & WORM WHEEL 


Sizes 6’, 74”, 10°, 12”, 16°, 20°, up to 52”. 


All tables are 1/10th min. readings, except 6in. dia.— 
2 min, reading. Calibrated in Degrees. Instantaneous 
Release Worm for Rapid Indexing. 





THE MOST COMPETITIVE PRICED TABLE 
ON THE MARKET TO-DAY 


we URQUHAR 1023-7 Garratt Lane, London 
. 


S.W.17. Balham 855! (5 lines) 


MACHINERY 





PORTABLE BENCH 
FILING, SAWING AND 
DIE MAKING MACHINE 


BRITISH MADE 


Indispensable in all Enginering Works 
and Technical Schools. Relieves the 
larger machine of small work, re- 
ducing production costs to 
the minimum. Owes its 

ever increasing 

larity to its 

standard 
efficiency 


TABLE 
12in. < 12in. 


TWO SPEEDS 
>... - VIBRATIONLESS 
DELIVERY ~s AND SILENT... 


EX STOCK A FIRST CLASS MACHINE 
AT A MODERATE COST 


W URQUHAR 1023-7 Garratt Lane, London 
° 


S.W.17, BALham 855! (5 lines) 

















TRADE SUPPLIED 


The new ASTRA Vertical 
Miller Driller For Tool Room 
Or Production. 

*% With left and right hand tracing | 


pin. Table 23" x 8’. Spindle No. 3 
MT.RPM 296-1964. 


ORDER NOW! 
FTE 








* BRITISH 


35S sale 


| W. URQUHART '%22,c273% ‘ars: 5-7 








For Aircraft or 
General Work 


Specially suitable 
for short run 
Production Work 


Rotary Table 
supplied extra 


KEEN PRICE 
Early Delivery 


| W. URQUHART [277 "Sse 
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GUle~ 


PRESSING PROBLEMS AT 


@ WIDEST RANGE 
OF TYPES & SIZES 


NON-INCLINABLE VERTICAL 
DOUBLE-SIDED MOTORISED 
MODEL ML.20. 

Max. outside coildia. ...  22in. 
Min./Max. inside coil dia. 7/!7in. 
Maximum width of coil... 6in. 

Max. weight of coil --» 280 Ib. 

Feed eee ose ee 0-35 ft./min. 


HORIZONTAL AUTOMATIC 
BRAKING MODEL HB.3 


This model is mainly intended for wire 
coll. The automatic brake effectively 
prevents over run of stock. 

Dia. of platform ... o- Bin. 

inside dia. of coil on Ta 

Max. weight of coil oo. 2 cwt. 


@MANUFACTURED BY 











NON-INCLINABLE VERTICAL 
MODEL Als. 

Max. outsidedia.ofcoil... 22in. 

Min./Max. width of coil... 7/17in. 

Max. coil width ... .» 6in. 

Max. weight 0: coi! ... BDewe. 

Also available iniarger size. 


NON-INCLINABLE VERTICAL 
SINGLE SIDED MOTORISED 
MODEL Mi. 


Max. outside coil dia. 22 or 34in. 
Min./max. inside coil dia. 7/17in. 
Max. width of coil o. 6in. 

Max. weight of coil oo. Jcwt. 

Feed oes ese 0-35 fc./min. 


W. T. ATKIN 





DOUBLE-SIDED VERTICAL 
MODEL AX. 


Max. outside dia. of coil... 22 or 34ia. 
Min./Max. inside dia. of 
coli iad we §=8/17in. 


Max. width of coil one Cs 
Max. weight cieachcoil... 4cwet 


HORIZONTAL COUNTER- 

BALANCED MODEL HC4, 
Max. outside coil dia. ... Win. 
Min./Max. inside coil dia. 12/18in. 
Max. weight of coil «. 40wt. 
intended for wire coils only, this model 
is capable of being cilted for ease of load- 
ing. Counterbalance weight reduces 
effort when returning coilholder to 


operating position. 
L : D. 


(TOTTENHAM) 


178 St. Ann's Road, London, N.15. Phone: Stamford Hill 6686-7 Grams: Pressing, Southtot, London 





When answering advertisements kindly mention MACHINERY. 





July 9, 1958 MACHINERY 


& coblvated pneumatic comparator 


DIA LAIR 


— Used with open jet plug gauges or micro-valves; 
the latter permit almost unlimited applications. 


Measuring pressure at gauge head is 25 Ibs. which 


has advantages over low pressure gauging systems. 


Provides maximum efficiency even with wide 


variations of air-pressure supply. 


English or Metric Scales. Four magnifications x1500 
to x10,000 with scale ranges from ‘004” to “0006”. 


— All scales are linear over entire length. 


Internal and external diameters are lapped to within -000025” on this machine 


installed in our Lutterworth Works. Size is checked progressively during the 


operation with a Sigma Dialair, which is also used in precision lapping the 
spindle sleeve bushing on a Herbert/DeVlieg Jigmil, relative to the size of 
the spindle to be fitted 


ALFRED 





L7T0., COVENTRY 


When answering advertisements kindly mention MACHINERY. 
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2: & 


the largest stockists of fastenings 


Bolts, nuts, set screws in black, bright, high tensile, 
stainless steel and brass. 

Wood screws. N.P.K. self tapping screws, slotted and 
Phillips recess heads. Hexagon socket screws— cap, 

set and countersunk. Damper regulators and quadrants. 
Nylon B.A. metal thread screws with cheese 

head, slotted or Phillips recess. 
Rolled thread screws in steel and brass. 

Nettlefold & Moser hold an extensive range of sizes and 


S 
z 
E 
E 
= 
& 
= 
& 
, 
& 
é 


iy, 
hy Fa 


/ 
~ 
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head styles in self-colour and many other finishes. 
The choice is comprehensive, the delivery immediate. 


You save time by ringing ( Nettlefold & Moser first 


NETTLEFOLD & MOSER LTD., 
LONDON: BOx 378, 170/194 


BOROUGH HIGH STREET, 8.E.1 TELEPHONE: HOP 7111 (40 LINES) 
ROAD, BOOTLE 10, LANCS, TEL: 


e BOOTLE: DUNNINGS BRIDGE 
AINTREE 4171 (6 LINES) & HULL: 


201 SCULCOATES LANE TEL CENTRAI 41341 (2 LINES) 


When answering advertisements kindly mention MACHINERY. 
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For more than 30 years 


KLINGELNBERG PALLOID SPIRAL BEVEL GEARS 


(used inall industries, and especially inthe manufacture of transport vehicles.) 


The Klingelnberg method is the only one producing spiral bevel 
geors by the use of hobs. 


1. Simple maintenance of the very accurately ground hobs, 
ond therefore high and constant accuracy of the gears. 


2. Quiet running of the gears even in the case of displacements 
due to crowning flanks and suitable area of contact 

3. Easy positioning of area of contact with normal hobs by 
machine setting only and therefore absolute repeatability. 

4 ] Long life through sturdy teeth with even tooth thick- 

ness and efficient tooth root radius. 

5. Simple calculation and setting of machines and therefore 
very economical for cutting individual gears and for mass 
production. 


6. Spiral Bevel Gears for intersecting axis and offset axis can 
be cut on the same machine with the same standard hobs. 


W-FERD -KLINGELNBERG SOHNE-REMSCH | 


For full information please contact our Sole British Agents: 
MESSRS. SYKES MACHINE TOOL CO. LTD. 
HYTHE WORKS : THE HYTHE : STAINES : MIDDLESEX 
Phone: STAINES 5076 (3 lines) Grams: 'SYTOOL, STAINES" 





Holroyd 
Gears 
go round 
the world 
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We are represented for technical 
service and sales of Holroyd 
Gears in the following countries: 


ARGENTINA HOLLAND SAN SALVADOR 
AUSTRALIA ICELAND SOUTH AFRICA 
BELGIUM INDIA SPAIN 
CANADA ISRAEL SWEDEN 
CHILE ITALY SWITZERLAND 
MEXICO TRINIDAD & TOBAGO 
NEW ZEALAND URUGUAY 
NORWAY U.S.A. 


RHODESIA VENEZUELA 




















90 years of gears 


JOHN HOLROYD & CO, LTD., MILNROW, LANCASHIRE Holro : ad. 


crcies 
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Swiss-Type 
BECHLER AUTOMATICS 


renowned for producing work 
to a high degree of accuracy 


Bechler A.S.7 incorporates refinements which ensure a 
degree of precision and accuracy to meet the most 
exacting demands. 


"$0 90 132 2 
| | | | 








90°- 








O10 2 
| 2-2 |12| 25 


12-50 
14:50 


a 
(DIMENSIONS ARE IN“) 























This steel pinion is produced in 36 seconds. 
Spindle Speed 3545 r.p.m. Cutting speed 74 ft. per min. 


ALRD === 


Work ranges from the 
smallest watch components 
up to IZ" dia. x 84". 

Simple or complex work 

can be produced at high 


rates of production. 


Four types, nine sizes, as follows:— 


Type A — 2, 4, 7 and 10 mm. dia. 
Type B — 12, 16 and 20 mm. dia. 
Type C — 26 and 32 mm. dia. 
“Isomatic", 4 and 7 mm. dia. 


Range of machines also available with 
capacities as above, but fitted with a 6- 
spindle revolving turret which reduces idle 
time to the minimum. Eleven tool positions 
available. Multi-diameter drills and reamers 
unnecessary. Up to four spindles can be 
used at one set-up for screwing or tapping. 


LTD., COVENTRY 





= Foctored Division. Red lone Works. 
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INVESTIGATE the advantages of Precision 
. . ~*~ STRAIGHT TOOTH BEVEL GEARS 
/ § 


o> we 
= fie LOCALISED 
mc TOOTH 
BEARING 
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Tiny 


Gleason No. 24A Coniflex Straight Bevel Gear 
Generating Machine — the latest addition to our 


comprehensive range of gear cutting equipment. 
Capacity: mitres 25” diameter 
bevels up to 354” diameter 
maximum pitch 14 D.P. 
Your enquiries are invited for bevel gears with 


localised tooth bearing and also for spurs up to 8’ 6” 


diameter, bevels up to 6’ diameter, worms and worm 
wheels, etc. 


Early delivery of complete gears or teeth cut in customers’ blanks 


CAMPBELLS & HUNTER LTD 


SAYNER ROAD, LEEDS, 10. 


Telephone Leeds 22397. Telegrams Dolphin, Leeds, 10. 
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HEAVY DUTY 
RADIAL DRILLS 


WG 


WS 


QQ gg) 


\ 
SS 


Z 
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MODEL 
V R84 


SN 





ees 


DRILLING 
CAPACITY 
UP TO 4” 


- 
& 
e. 
<< * 
P : 
: 
af 
be 
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EARLY DELIVERY @® COMPETITIVE VALUE 


@ Centralised arrangement of 
controls 





SPECIFICATION VR.83 


| VR.84 
Wide range of pre-selected 
| 


VR.103 | VR.104 


} 
Drilling capacity, steel 34” 34” a | oll 


@ Wide range of power feeds Max. radius of Spindle 11’ 10” 14’ 8” Wier | tae" 
a Power locking of sleeve on Min. radius of Spindle 3° 34” 3° 34" | 3’ 34” | 3 34” 
| 


spindle speeds 


| 
| 


oshuam Spindle bored No.6 Morse | No.6 Morse| No. 6 Morse! No. 6 Morse 
Spindle speeds (14) } | 

Range Standard 11.2-1000 11.2-1000 | 11.2-1000 
EXCLUSIVE DISTRIBUTORS IN High eS) | wae 
THE UNITED KINGDOM Nett Weight 14 tons létons | 144 tons 


op RIGHT OPPOSITE NORTH ACTON STN. Sj 
MACHINE TOOL COMPANY LIMITED 


172-178 VICTORIA ROAD - ACTON - LONDON W3 - Telephone ACORN 5555 
Midlands Showroom: 1075 Kingsbury Road, Birmingham 24 NRP 


11.2-1000 
16-1400 
164 tons 
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Each of these EH 241 Air Compressors delivers 330 cu. ft. free air per minute. 


MARSTON VALLEY FLETTONS ARE SANDBLAST-FINISHED 
WITH "BROOMWADE" COMPRESSED AIR 


A battery of seven “BROOMWADE” EH 241 Stationary Air Compressors is used for 
sandblast-finishing many of the Fletton bricks made at the Ridgmont works of the 
Marston Valley Brick Co. Ltd. 

“ BROOMWADE ” Stationary Air Compressors help to make many famous products. 
They are renowned for RELIABILITY. Simple design, slow speeds and adequate cooling 


ensure high efficiency, while constant research and development steadily improve 
performance. 


“BROOM WADE’’ 


AIR COMPRESSORS & PNEUMATIC TOOLS 
Your Best Investment 


BROOM & WADE LTD., P.O. BOX No. 7, HIGH WYCOMBE, ENGLAND 


Telephone: High Wycombe 1630 (10 lines) Telegrams: ‘‘ Broom,’’ High Wycombe, Telex 


578 SAS 


When answering advertisements kindly mention MACHINERY. 
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ROCKWE LL 


VW Well ann an oo ‘mavens WELSH HARP, EDGWARE RD., LONDON, N.W.2. TEL: GLADSTONE 0033 


ALSO AT BIRMINGHAM -—TEL: SPRINGFIELD 1134/5 - STOCKPORT—TEL: STOCKPNRT 5241 - GLASGOW—TEL: MERRYLEE 2822 


PRIA 


When answering advertisements kindly mention MACHINERY. 
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COLD 
HOBBING 
PRESSES 


BY SACK & KIESSELBACH 


Note depth 
measuring 
device, S 
automatically ACK & KIESSELBACH have for many 
stopping machine years been building Cold Hobbing Presses. These machines are 
when required therefore not adaptations but are designed and built for this work 
depth has been reached. . : ; : ‘ 
only. Their sound, robust basic design, high quality workmanship 
plus several special features found only on these machines greatly 


Bro ae eY Mm facilitates the production of sound moulds. Further details on request. 
ROCKWELL 
MACHINE 


Meee meme) WELSH HARP, EDGWARE ROAD, LONDON, N.W.2. TEL: GLADSTONE 0033 


ALSO AT BIRMINGHAM- TELEPHONE SPRINGFIELD 1134'S 


+ STOCKPORT- TELEPHONE STOCKPORT 5241 - GLASGOW - TELEPHONE MERRYLEE 2822 


SKI 
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Type U-OA Universal Milling Machine 


WITH TABLE SWIVELLING IN THREE PLANES 


cHRISTEN 


This modern, well-designed Vertical 


Milling Head 
& Universal 
circular table 


machine is especially 
suitable for Toolmaking 
and for high precision 

production work 


Universal 
Dividing Head 
on auxiliary 
swivelling 
platen 


Slotting Head 
& Circular 
Table 


INIHIVW NOISIDAYd SSIMS V 


Infinitely variable 
speed range from 
60 to 2,500 r.p.m. 
Infinitely variable 
feed from 

separate fitted 
motor 


Table Size 263in. by Qin. 

Patented single 
DELIVERY FROM STOCK lever switch 

for easy control 

of milling spindle 
Sole Agents in the U.K. rapid traverse 


AC BARS LTD | & power feed 


57a Holborn Viaduct, London E.C.| 
Telephone : CENtral 2287/8/9, 6811,2 
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CENTEC ~=::- Index Tables 


... for VERY FAST INDEXING of 
different angles with great accuracy 
hs 16" dia Table 


60 DIFFERENT ANGLES 
Guaranteed Accurate 

to 10 Seconds of an 

Are 0-0005 in. at 

30in. diameter. 





8" dia table 


5 different angles 





Used as a four-station transfer mechanism 


for ¢ : ied a *Centec’ a a 
for components milled on a entec - * * UP TO 100 TIMES 


Milling Machine. By kind permission of 
Messrs. Belling & Lee Ltd., Enfield. . PER MINUTE 


Illustrated are a few of 
the many applications of 
the Centec Index Tables. 
Descriptive leaflets on 
these and our other 
machines are available 
on request. 





Assembly fixture, foot valve oper- ; 
ated, for consecutive selection of i ~ - Used for milling squares on ‘ Centec 
different discs in correct sequence ‘ ’ Automatic Milling Machine. Move- 
to build up filters. By kind per- 508 ment if the machine table triggers 
mission of Messrs. British Filters 1 : indexing by means of a cam valve 
Ltd., Maidenhead : 











Made by CENTEC MACHINE TOOLS LTD @ CENTEC WORKS © HEMEL HEMPSTEAD @ HERTS © Boxmoor 584-5-6 


When answering advertisements kindly mention MACHINERY. 





July 9, 1958 MACHINERY 


se“ azjiltnr, 
o>" a 

27 fF 
pee 


MICROFINISHING 


QUICK answer 


to surface finishing 


problems 


Microfinishing produces smooth, high 
percentage bearing surfaces with sound 
crystalline base structure, greatly 
extending the life of highly stressed parts, 
which with production rates possible 
on Thielenhaus machines offers the 
two-fold gains of : 
Improved functional quality and 
Higher production. 


This graph shows the relationship 
between surface roughness and 
microfinishing time. The rough surface 
of coarse peaks and valleys is quickly 
reduced and a roughness in the order 

of 12 M.I. (RMS) achieved in about 

10 seconds. As the bearing portion 
increases so does the amount of material 
to be removed and the time required. 


Roughness values between | and 24 M.I. 
(RMS) can be produced on automobile 
crankshafts in a machining time of 
between 40 and 60 seconds. 


The centreless machine illustrated is designed for 
small and medium sized components requiring 
either continuous or plunge-cut finishing. It is 
made in three sizes up to 5” dia. capacity 
Thielenhaus machines are also available for 
micro-finishing crankshafts, camshafts, brake- 
drums, pistons, bearings and races, etc. A 
descriptive catalogue will be gladly sent on 
request 


WICK MAN @SS LIMIT ED 


FACTORED MACHINE DIVISION, FLETCHAMSTEAD HIGHWAY, COVENTRY 
Telephone : Coventry 40351 
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Inside information on metered lubrication 


Tecalemit-Bijur metered lubrication has been 
proved successful in thousands of installations, 
from industrial sewing machines to transfer 
machines, it automatically provides the correct 
amount of clean, filtered oil to all moving parts, 
giving higher speeds, heavier loadings, longer 
runs, and above all, longer machine life. 


Write for this new book containing full detailed information including:— 


Automatic and hand-operated lubricators. 
Rotary and reciprocating drives. 
Dimensioned drawings of lubricators, valves and fittings. 


=@ TECALEMIT 


TECALEMIT LIMITED, Plymouth, Devon. Phone: Plymouth 62844. Grams:Tecalemit,Plymouth. Telex: Plymouth 45-145 


T645a 


When answering advertisements kindly mention MACHINERY. 
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«.. it’s standard size but 
completely inaccessible 


Obviously a case for an oil-retaining bearing — that will 
cut out lubrication and maintenance. 

With these oil-impregnated sintered-metal bearings the 
oil is fed to the surface by capillary action so that you can 
get controlled, trouble-free lubrication — automatically. 


— apni Kesewot 


Sintered-Meta! OIL RETAINING BEARINGS 


There are a variety of shapes and many sizes of 
*“RESERVOIL” bearings for every normal medium 
duty, but particular attention is drawn to the large 
range of plain cylindrical bearings to B.S.1. standard 
dimensions. Most sizes are held in stock. 


Please write or ‘phone for Technical Brochure SD.40 or Catalogue of sizes SD.A1 


The Morgan Crucible Co. Ltd. Battersea Church Road, London, S.W.II 
Telephone : BAT 8822 


When answermg advertisements kindly mention MACHINERY. 





Le 9 AE UE D0 RON N Re Re EA 


56 MACHINERY 


CE 


SCREW GAUGES 


CEJ PRODUCTS: Bore Gauges 


Deltameters (Automatic Sizers) 








Ground Thread Taps Drill Chucks 

Chaser Dies Gauge Blocks 

Circular Chasers and Holders Dynamometers 

Round Dies Extensometers 

Thread Milling Hobs Plain and Screw Snap Gauges 
Thread Rolling Dies Plain Ring Gauges 

Plain Plug Gauges Gronkvist Drill Chucks 
Mikrokators Dial Gauges 

Miero Snap Gauges Tapping Attachments 

Surface Finish Indicators Multiple Interference Microscopes 
Micrometers Vernier Height Gauges 







AS 


_ 


5 
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PRECISION TOOLS AND INSTRUMENTS 


A.1.0. AND A.P.1. APPROVED 
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SOUTHFIELDS ROAD, DUNSTABLE, BEDS - TEL: DUNSTABLE 422/3/4 





When answering advertisements kindly mention MACHINERY. 
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RAVENSBURG 
KT.45 FACING LATHE 


with hydraulic copier and additional front toolpost, 
for turbine discs, moulds, etc. 


Max. turning diameter - - . - 42 
Speed range - - - - 8.4-380r.p.m. 
Gap width in front of faceplate - - 172” 
Max. weight of workpiece - -~ 16 cwts. 
Longitudinal adjustment of copying tool - 6%” 


: Adjustment parallel with centre line at an 
KT.45 Facing Lathe angle of 30° to copying head - 


without Copier Max. cutting force - - - - 3520 Ibs. 
Nett weight of machine - - -  § tons 


DISTRIBUTORS AND STOCKISTS FOR THE UNITED KINGDOM 


mar 
Telephone: propricrors COMPANY 
ELGar 3834 
(3 lines) Showroom & Sales 204/6 ACTON LANE, HARLESDEN, N.W.10 
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BORING TOOLS 


Exceptionally long, useful tool life. 
Regrinding confined to rake angle. 
Constant clearance throughout. 

Sizes for 4” to 244” minimum bore. 


Recessing, threading, facing and boring forms 
in all sizes. 


MACHINE SHOP EQUIPMENT LTD., Spenser St., London, S.W.1I. Tel: Victoria 6086 


% >t > >t 








GCENTRICATOR 


Dial indicator centering 


and testing device 


In the Centricator only the feeler is rotated— 
the dial indicator remains stationary. This 
leads to important advantages ; indicator 
readings are parallax free—both hands are 
free for positioning the work—misalignment 
of the work shows up instantly on the 
stationary indicator. 





Centering accuracy of 0°0001” can be 
obtained with the Centricator, and the in- 
strument can be used for either internal or 
external centering, for squareness testing and 
for true running tests. 








Available with 4° dia. parallel shank and Nos. 1, 
2 or 3 Morse Taper. With No. 1 M.T. a parallel 
adaptor bush of jin. O.D. is supplied. 


Write for further details to: 
MACHINE SHOP EQUIPMENT LTD., Spenser St., London, S.W.I. Tel: ViCtoria 6086 








When answering advertisements kindly mention MACHINERY. 
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YOURS PRECISELY... 


W. E. Sykes Ltd. — specialists for more than 30 
years in the design and manufacture of machines 
and tools for gear production — invite a closer 

look at the model V4 fine pitch gear shaper. 
Especially suitable for producing fine pitch gears up 
to 4 inches in diameter and from 16 to 100 D.P. 

for use in instruments and intricate mechanisms, the 
precision model V4 will produce with equal accuracy 
external and internal spur gears, helicals, sprockets, 
serrations, ratchets and many intricate profiles. 
Tooth to tooth and total composite errors of gears 
generated are guaranteed to be within the Admiralty 
Class 1 specification * Precision Gearing for Control 
Systems ’. 

Fullest details and descriptive literature are freely 
available, together with the experience of the Sykes 
Technical Advisory Service. 


PRECISION 
GEAR SHAPERS 


W. E. SYKES LTD - STAINES - MIDDLESEX - ENGLAND 


and associated companies 

Sykes Tool Corpn. Ltd., Georgetown, Ontario, Canada. 
Sykes Machine & Gear Corpn., Newark, N.J., U.S.A. 
W. E. Sykes Ltd., Mascot, Sydney, N.S.W., Australia. 


When answering advertisements kindly mention MACHINERY. 
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Meet the challenge 


of less hours and higher pay with E.M.B. 


diecasting machines. 


They have been designed with the 


CAPACITIES 





emphasis on rapid production of high 


Size of Machine | No.6 No.!0) No. 14 | No. 20 


quality castings in zinc alloy, aluminium 


Capacity in zinc base 
(Ibs.) 3 23 7 12 


Capacity in Alu- and brass. 


minium (Ibs.) - LF 44 8 


ae ices ic zactiasios Spaeth Uajaatiaal Vagal Vogts An automatic No. 10 hot chamber 





Stroke of Platen 44 6 9 12 








machine will do 13 shots per minute 


On all but the No.6 machine, transposing heads will cater 
for zinc base and aluminium alloys on the same machine. 


automatically. 


Are your machines up to this speed? 


E.M.B. Go, Ltd, =~ 


When answering advertisements kindly mention MACHINERY. 
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DIAMOND 


cut 
DIAMOND 


We use our own products 


ow 
Po 


WW a F | 


SERRET ESS rem 


Carbon moulds are used in the 


production of Diadril mining equipment. 


+ re es AN 


To ensure consistent accuracy in 
the finished product we machine 
the mould cavities with specially 


designed Diatipt cutters 





VAN MOPPES & SONS (DIAMOND TOOLS) LTD | pe) ePHONE: BASINGSTOKE 1240 
BASINGSTOKE - HAMPSHIRE - ENGLAND | TELEGRAMS: DIATIPT BASINGSTOKE 








OUR ILLUSTRATED DATA SHEETS AND OUR TECHNICAL REPRESENTATIVES ARE AVAILABLE ON REQUEST 


iws 


When answering advertisements kindly mention MACHINERY. 
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MAGNETIC FLOATERS 's 
An indispensable Aid to the 
speedy separation of ferrous blanks 
A time saver in every press shop 





MAGNETIC HOLDER 
For holding pipes and plates in 
welding and assembly operations 
Also valuable in setting up 








the only name 
for 


HAND MAGNET ; NET 
For iifting and sorting j MAG NETIC 
applications. Can be used on To hold dia 


finest powders as it has ON-OFF . most awkward pla 
control 





MAGNETIC LINKS 
Adjustable to any angle for the 
holding of ferrous parts in welding 
or assembly operations A boon to 
the sheet metal worker 


MAGNETIC 
7 


workh 


Ask for detailed literature 
Made by James Neill & Co (Sheffield) 
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Renold chain drives can contribute in a big way to efficient power usage, 
Consider these facts :- 


The roller chain drive is positive, which 
means no slip-loss between driving and 
driven shafts, thus eliminating one appreci- 
able source of power wastage. 


The design of the chain drive, and the 
materials of which it is constructed, ensure 
the minimum of friction—each chain joint 
constituting a precision bearing with hard- 
ened steel surfaces. 


In gearing with the chain wheels, the 
transmission “ pull”’ is taken over a large 
number of teeth, which share the load. 


The chain rollers eliminate sliding contact 
between chain and wheel teeth. 


Results :- 

Renold chain drives have a certified transmission 
efficiency of 98.5 per cent, unequalled by alter- 
native forms of “off the shelf” power trans- 
mussion. 

Any power cost increases make efficiency matter 
more than ever. Such extra charges on production 
can be offset — probably more than offse: — by 
eliminating unnecessary wastage in transmission. 
There is absolutely no need to pay for power 
that goes in friction and slip—Renold chain 
drives can save up to one unit (or £1) in every 
ten. Remember too that this goes on year after 


year ; a real investment. 


There is a Renold engineer in your area, always 
at your service to advise on power transmission 
problems. 


— the FIRST name in precision chain 


RENOLD CHAINS LIMITED + MANCHESTER 


When answering advertisements kindly mention MACHINERY. 
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The reduced thread face of the anvil 
eliminates all shearing action, a 
particular advantage when gauging 
soft metals. 


\ 
\ 


Thread grinding the anvils. 


& As there are no projec- 
tions from the side of 
the caliper frame, it is 


suitable for gauging 
shouldered work. 


Featuring Horstmann gauges 


The Horstmann Model 52 Screw Caliper Gauge puts accuracy in your hands. In addition to the 
features displayed above, it incorporates many other advantages, all of which contribute to fine 
accuracy, versatility, long life and ease of handling. The anvils are set so that they do not roll—all 
shearing action is eliminated—the caliper is suitable for either left- or right-hand threads—and it is 
ideal for gauging Acme forms and shouldered work. Model 52 is available in a full range of B.A., 
American, Unified, Whitworth and Metric forms of thread. 

Horstmann also make screw or plain Plug and Ring type gauges. All these precision instruments are 


guaranteed for accuracy, hardness and finish to the requirements laid down by the National Physical 
Laboratory. 


May we send you descriptive leaflets? 


PLUG, RING & CALIPER GAUGES 


THE HORSTMANN GEAR COMPANY LIMITED 
NEWBRIDGE WORKS, BATH, ENGLAND. Tel: 7241 


When answering advertisements kindly mention MACHINERY. 
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The Coo BILLET SHEAR 


hold -doww ands 


feed table 












































* Peddinghaus”’—the well 
tried and proven Master 


Shear—for rapid production 














of Billets and Slabs. Fitted 


























with adjustable length stop, 























Electro-pneumatic wedge 


























hold-down and single or 

















continuous stroke control 








A 

















| | 
































greene 








ORIGINAL 
PEDODINGHAUS 











ge 


PAUL GRANBY & CO.LTD. 


39 VICTORIA STREET-WESTMINSTER-LONDON-SW I 


Telephone: ABBEY 5338 Telegrams: POWAFORGE SOWEST, LONDON Cables: POWAFORGE. LONDON 


- 
© 


NRP 2 
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FOR ULTRA FAST FLASH REMOVAL, 
GRINDING, BUFFING, ETC., ON 
CIRCULAR MOULDED 

AND MACHINED PARTS 


MODEL 103 


@ UNSURPASSED PRODUCTION 
RATES 


CONTINUOUS TURRET 
OPERATION 


@ VARIABLE TURRET AND SPINDLE 
SPEEDS ADJUSTABLE WHILE 
RUNNING 


@ PRODUCTION UP TO 70 PIECES 
PER MINUTE 


Here is a machine that really solves the 
problem of finishing circular mouldings 
and diecastings—AT UNSURPASSED 
PRODUCTION SPEEDS. Applications 
are almost unlimited, as it is possible to 
use cutters, carbide files, grinding and 
buffing wheels, abrasive and buffing 
belts—in fact, any type of tooling that 
can be mounted on the working arc of 
the back table. 


MODEL 103-B is a similar machine CAPACITY 

operating with an intermittent motion Diameter range, ten spindles .. Oin. to 4yin. 
d its ind hon! : Height range .. oe o Oin. to Bin. 

ee Number of spindles .. oe oe oo 

dwelling at tooling station 


j AN 
Production up to 20 pieces per minute WRITE FOR FULL DETAILS AND 


PRODUCTION ESTIMATES TO DEPT. M.3. 


DEVONSHIRE HOUSE VICARACE CRESCE™T 


GASTON E. MARBAIX LTD so ®*1™F&sta tonvon swi 


PHONE BATTERSEA 6888 (8 I:ines! 


When answering advertisements kindly mention MACHINERY. 
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— “*B'’ Type 2-ton Bench The modern 


HYDRAULIC PRESS 


for a wide variety of applications from one ton 


up to 300 tons capacity o-Fos 150 ton Open Throat 
rawing ress 


All Hi-Ton Hydraulic Presses are designed to 
give any required pressure from zero to the 
maximum of the press, the pressure being 
predeterminable by an adjustable pressure 
control valve. All types are entirely self- 


ontained and in the case of the presses from 


c 
Hi-Ton 75-ton Press equipped as 
with hydraulically operated 2 tons upwards, the upper half of the body 


loading equipment enabling 


bars to be loaded onto the forms the oil reservoir and houses the pump 
straightening equipment out- 


side the throat area of the 


which is completely immersed in this sump. 
machine J 


Hi-Ton HTR.20 Riveting Unit 
These presses are operated by a light, sensitive NS A OU a ARS 


cylinder assembly. 
foot control lever (hand control is optional), a 
gate being fitted for cases where it is necessary 
to maintain full pressure for short periods. 
A direct reading pressure gauge graduated in 
tons on the ram indicates the pressure being 


applied to the work. 


Write to-day for details of Hi-Ton 
Presses and mention the type of 
presswork application in which you 
Hi-Ton Indexing Table Machine . 


with two down stroking rams are interested. 
each of 1S tons capacity 


Hi-Ton 100-ton Planishing 
Press. 


Sales & Service for... DRUM MON D-ASQUITH . . . the British Isles 


DRUMMOND-ASQUITH (SALES) LTD., KING EDWARD HOUSE, NEW ST., BIRMINGHAM 
"Phone: Midland 3431 (7lines) "Grams: Maxishape,B'ham. Also at LONDON: Phone: Trafalgar 7224 (Slines) and GLASGOW: 'Phone: Central 0922 








When answering advertisements kindly mention MACHINERY, 
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WHEN (USED FOR BORING 


LOCATES WITH 
REPETITIVE PRECISIO 
TO 0.0005" 


AT BARNETT B& GUILDFORD) LTD 


We purchased this machine just over a 
year ago and it has been in constant 
use since then: it has given no trouble 

whatsoever, 
We have the standard measuring equip- 
ment and with this we are spacing 
holes on jigs to +0.0005’ of nominal 
position. 


Spindle hardened and ground 
on Timken precision roller 
bearings. 


Head with 3in. power down 
feed, can be swivelled through 
360 deg. 


Table feed, automatic I{8in 


Cross feed 6tin., vertical 
14tin., both hand. 


Spindle to table [5in. 


Spindle speeds 50 to 1,000 
r.p.m. 


Table working surface 30in. 
by 8tin. 


Pw NG MACHINE 
WITH POWER DOWN FEED 
Vis] / [/ & GAUGE BLOCK MEASURING 
: EQUIPMENT. 


HENRY MILNES LIMITED 
INGLEBY WKS., ROSSE ST., BRADFORD 8, YORKS 


ESTABLISHED 1858 PHONE BRADFORD 41 30! 
When answering advertisements kindly mention MACHINERY 
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FOR 
‘vound. the clock; 


REPETITION 
DRILLING 


specify EUS: Cut aritis 


Repetition and Multi-Drilling operations can 
be kept to a tight schedule by the use of 
“Easicut” drills which give maximum per- 
formance and embody the results of extensive 
research into drilling problems. 


ENGLISH STEEL TOOL CORPORATION LTD 


North Street Works, Openshaw, Manchester 
A WHOLLY OWNED SUBSIDIARY OF ENGLISH STEEL CORPORATION LTD SHEFFIELD 


When answering advertisements kindly mention MACHINERY. 
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joins the o7tustiniite rotary switches 


This new switch is identical in principle to the well 
established A50 and Ago rotary switches. It has the 
same rolling, self-cleaning contacts with extended 
horns to keep any arcing away from the contact 
faces—a feature exclusive to Austinlite rotary 
switches. It has a similarly powerful and positive 
switch mechanism, and can be built in the 

same variety of forms to switch in sequence or 
simultaneously very large numbers of circuits. 

It is extremely compact, the smallest 

of the Austinlite multi-cell rotary switches. 

It bridges the gap between the Ago 

and the little single-cell 10-amp switch. 

Delivery, on standard applications, 


can now be made in four weeks. 


Our brochure “SIMPLIFIED SWITCHING 
will tell you more about the advantages of Austinlite 
Rotary Switches. May we send you a copy? 








Li 





c7tustinlite 


ROTARY SWITCHES 
tailor-made by 
STONE-CHANCE LTD. 


( Makers of Sumo Pumps and 
Stone-Chance lighthouses ). Crawley, Sussea 





The four Austinlite Rotary Switches—A50, Ajo, A15 and Ato 
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MACHINERY 


HYDRAULIC TRANSMISSION UNIT 


The Churchill-Sturm Hydraulic Drive 
is ideal for nearly all types of machinery, such 
as Wood-Working, Textile, Glass-making, Welding, 
Paper-making and Printing Machines; Machine 
Tools, Testing Equipment, Mechanical Handling 
Plant, Winches and Hoists, Mills and Furnaces, 
Chemicai Plant, Wire and Tube, Draw Benches, 
etc., etc., 


Illustrated is Mode! C24 
(134 H.P.) Hydraulic Drive 
with flange-mounted motor. 


Made in NINE SIZES 
from |i to 32 H.P. 


CHURCHILL - STURM 


. . . driven by a constant speed motor, 
combines the functions of gearbox, clutch 
and brake. The speed of the output shaft 
is infinitely variable over a wide range 
in either direction of rotation; up to 
about one-fifth of the maximum speed the 
torque developed is constant, and over the 
remainder of the speed range the power 
output is constant. All moving parts are 
automatically lubricated and protected 
against overload; the unit has a high 
efficiency under all conditions and it 


requires virtually no maintenance. 


LIMITED 


COVENTRY ROAD, SOUTH YARDLEY, BIRMINGHAM. 


THE 


SWAB CES 


SCwUERe wT. SE 
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Be Wise..... Siaterize!? 


DIE-HEADS & CHASERS 





EQUIPMENT 


SLATER (TANGENT) LTD 


HALESOWEN RD.; QUINTON, BIRMINGHAM, ENGLAND 
Telephone: WOOdgate 2264-5 


When answering advertisements kindly mention MACHINERY. 
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* CENTEC 


PROGRAMME CONTROLLED 


Production Milling Machines 
for consecutive operations in automatic sequence 
are used by ROLLS ROYCE at their aero-engine factory at Derby. 
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Four of a batch of eight machines, each operator works two machines. 


Photograph by courtesy of Rolls Royce Ltd., Derby 


CENTEC MACHINE TOOLS LIMITED - CENTEC WORKS - HEMEL HEMPSTEAD - HERTS ~ Boxmoor 584-5-6 
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SURFACE PLATES AND TABLES. Made 
from hard close-grained cast iron. Sizes from 
6in. by 4in. up to I2ft. Oin. by 6ft. Oin. in Grade 
“A” and ‘‘B” accuracy. 


GRANITE SURFACE PLATES AND 
TABLES. Made from hard close-grained black 
Swedish granite. Sizes from 8in. by 8in. up to 
10ft. Oin. by 5ft. Oin. 


SINE TABLES. Simple or Compound Angle 
types. Supplied with Electro Magnetic, Non- 
electric Magnetic or ‘‘T’’ slotted work faces. 
Sizes 8in. by Sin., 10in. by Sin. and I2in. by 8in. 


ANGLE PLATES AND BOX ANGLE 
PLATES. Made from hard close-grained cast 
iron and rigidly designed for stability. Grade 
“A” and ‘‘B” in all sizes. 


STRAIGHT EDGES. Cast Iron Camel 
Back and ‘“‘I’’ Section types from I2in. up to 
16ft. Oin. 


PARALLELS. Hardened Tool Steel to B.S.S. 
Grade “‘A’’ and ‘‘B’’. Complete in wooden 
case. Sizes 4in. up to I6in. 


MAGNETIC CHUCKS. Made from high 
permeability steel castings and having excep- 
tional holding power. Sizes from |2in. by 6in. 
up to 72in. long. 


DEMAGNETISERS. Of new design to cope 
with all demagnetising problems, 


LAPPING BLOCKS. Made from hard close- 
grained cast iron surfaced on top and bottom 
faces and grooved for lapping. Complete with 
cover for each face. Sizes 6in. by 4in. up to 
12in. circular. 


WINDLEY BROS - LTD 
CROWN WORKS 
CHELMSFORD - ENGLAND 


Telephone CHELMSFORD 2224 
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REPLACEMENT ENDS 


STEEL 


DOUBLE END COMPLETE 
! 
CHROME 
Rtiaceceonialisbienieasetdiddaaentonehial 


— .010° 


The lengths of the gauge ends vary with diameter and 
are from Idin. to IZin. long. Because they are parallel, 
the worn front end in the smaller sizes may be cut off 
and the gauging member fed a little further out of the 
handle. 


Alternatively it can be turned end for end. 
PILOT holds at least 50,000 of these high precision 


gauges in stock for immediate delivery when required. 
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f U c 
SWALLOW RD. 
; Ei. 





MACHINERY July 9, 1958 





Are your Automatic Screw 
Machines really efficient? 


You know the cost of 
initial investment 


BUT DO YOU KNOW 


@ if you are taking the full 
advantage of carbide 
tooling for greater production 


if your tool-setters could 
handle more machines 


your exact percentage of 
work ‘out of tolerance’ 


the number of hours your 
machines actually operate 
each year 


Why not consult the specialists 


BUCK & HICKMAN LTD 


and find out more about the 


BROWN & SHARPE 


range of 


AUTOMATIC SCREW MACHINES 


now being built in England 


RING . . . WATFORD 6681 


by 


BROWN & SHARPE LIMITED 


BUCK & HICKMAN LTD * OTTERSPOOL WAY:WATFORD BY-PASS 
Branches at ALPERTON - BIRMINGHAM + MANCHESTER - LEEDS - GLASGOW 
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It took centuries 
to build Ancient Egypt .- - 
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¥ 
Mah sg eee eae, 
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With a length of this hose and 4 

few detachable, re-usable fittings, 

a hoseline can made in less Aeroquip is suitable ‘or all 

than 60 seconds. Manufacturers of kinds of hydraulic and pneu- 
will realise the matic applications, for almost 


original equipment 

advantage to the operator of this ‘ er 

speedy met od of replacing dam- all kinds of liquids and gases 

aged assemblies and keeping tne and remains flexible at temp~- 
eratures from-40 C to 120 \ 


machine in production. 


\eroquip 


HOSE & DET ACHABLE RE-USABLE FITTINGS 


Send for our latest catalogue, giving 4 


wealth of information on flexible piping. 


















SUPER OIL SE 
ALS & GASKETS LTD. FACTORY CENTRE BIRMINGHAM 30 





CHUCKS 


HYDRAULIC 
CYLINDERS... 


Rotary Hydraulic Cylinders for running 
up to high speeds for operating power 
chucks, gripping fixtures, etc. 


Power Units for all purposes delivering 
43} gallons per minute at pressures up to 


450 Ib. per square inch 





PRATT PRECISION HYDRAULICS LTD., 
CRAVEN EDGE WORKS ~ HALIFAX - ENGLAND. 
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WAAAAAAAMAAA | Bere 


J NETTLEFOLDS-PARKER-KALON 
HEXAGON SOCKET GAP 
AND SET SCREWS 


if it’s a matter of how to fasten one thing 


See eee TaN 


GUEST KEEN & NETTLEFOLDS (MIDLANDS) LIMITED 
Screw Division: BOX 24 HEATH STREET, BIRMINGHAM, 18 


8/3/2306 
G 
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Dronze Copper “/\iumintum 


ve | ROO ELE reo @ 


Magnesium Brass Duralumtin. 
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come to 


LA p 0 NTE for better broaching 













Universal Broach Sharpeners. 
Capacity between centres 

60, 72, 80 inches, also 

Surface Broach Sharpener. 
Working table 36 inches. 


Horizontal Hydraulic 
Broaching Machines. 
Capacity: 24-50 tons. 
Stroke: 30-78 inches. 


The Lapointe Machine Tool Co Ltd 
Otterspool Watford-by-Pass Watford Herts 

Telephone Gadebrook 3711 (4 lines) Cables Lapointe Watford 

Also The Lapointe Machine Tool Company Hudson Mass. USA 


British Made 
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For your technical Library A new series of Brochures on 


SPECIALISED LUBRICANTS 


Publication No. 1 


ANTI-SCUFFING PASTE AND 
ANTI-SCUFFING OIL 


Anti-Scuffing Paste is the most effective 
means of applying Molybdenum Disulphide 
for dry lubrication. Used where ordinary 
oils and greases cannot be applied. With- 
stands immense heat and pressures, and has 
remarkable anti-seize properties. Approved 


LUBRICANT 
ex, Tae AND) OBIE: © 
REAM eurTins co! 


Ive 
100% apoit 


under D.T.D. 900/4284. Anti-Scuffing Oil 
enables Molybdenum Disulphide to be used 
in circulating systems, oil lubricators and 
so on. 


Publication No. 2 


R.T.D. COMPOUND 


The modern cutting medium for severe 
metal operations. Consists entirely of 























additives, and counters the effects of high 
pressure and frictional heat in drilling, 
reaming and tapping stainless steel, alloy 
steels, nickel and titanium. Has lengthened 
tool life up to 30 times 


Publication No. 3 

MOLYBDENISED LUBRICANTS 
The remarkable anti-friction and pressure 
resisting properties of Molybdenum Di- 
sulphide have been incorporated in a wide 
range of specialised lubricants, which are 
dealt with in this Brochure. 


Publication No. 4 
WATCH AND CLOCK OILS 


A complete range for the Horological and 
Instrument Engineer, based on the best 
Continental blends and improved by up-to- 
date refining methods. Includes a series of 
synthetic oils which remain fluid down to 
—65°C; and Molybdenised Oils in all 
viscosities. 


Publicatic No. 5 
KILOPOISE LUBRICANTS 


Extreme viscosity lubricants to damp free 
motion and ensure a slow, even action in 
such components as optical focusing 
movements, variable condensers and poten- 
tiometer spindles. Widely used throughout 
the optical, instrument, radio and electronic 
industries. Special grades available for 
use as Core Locking Compounds on 
1.F.T’s. and other Electronic assemblies 


Publication No. 8 
MOLYTONE GREASE 

Actually a series of specialised lubricants 
combining Rocol Bentone Grease and 
Molybdenum Disulphide. These greases 
have no melting point and are effective 
from below zero to 450°F. They withstand 
tremendous pressures and provide positive 
lubrication even in “starved "’ conditions 
They possess outstanding anti-friction 
properties 


Write to Hi Sen@ien ae about LUBRICATION 


These Brochures are available from: 


ROCOL LTD 


IBEX HOUSE, MINORIES, LONDON, 
E.C.3. Telephone: ROYai 4372 


or ROCOL HOUSE, SWILLINGTON 
Nr. LEEDS. 


r. 


Telephone: Garforth 2261/2. 


AGOSINE 
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BARNESDRIL 


Kleenall 
Filters 








This conveyor line set-up handles a wide variety of parts. Filters recondition washing solvent and 
remove dirt and metal particles automatically. Previous system required 50%, rewashing, and a 
four hour weekly shutdown for dirt removal. Installation of BARNESDRIL Kleenal!l Filters elim- 
inated rewashing, reduced solution changes to once in six months, saved 600 Ib. of chemicals per 
month and stepped up output by 100%. 

Full details of BARNESDRIL Kleenall Filters are available on application to Dept. 16. 


Originators of the drum type gnetic and bi ion separators. 


BRITISH MADE * PATENT NOS. 603083, 731655 & 745604, OTHERS PENDING 








DEVONSHIRE HOUSE VICA 


GASTON E. MARBAIX LTD ss *111 F510 tonvon 


PHONE BATTERSEA 8888 (8 lines 
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MEYNELL AND SONS 
Steam) water valves in a canteen. 


iMPERIAL CHEMICAL 
F.49 


MACHINERY 


ESSE increases production in the Engineering Industry 


July99,g1958 


Steam valve seat made of ‘Fluon’ p.t.f.e. by MEYNELL AND SONS LTD., WOLVERHAMPTON, taken 
from a valve which opens and shuts against 80 p.s.i. some 5,000 times a week. (Actual size #") 


‘Fluon’ p.t.f.e. used for seats 
in steam/water valves 


In a canteen kitchen steam/water 
heater valve that opens and shuts 
100 times an hour, 8 hours a day, 
six or seven days a week, the 
valve seat is made of ‘Fluon’ 
p.t.f.e. ‘Fluon’ was chosen by the 
makers, MEYNELL AND SONS LTD., 
WOLVERHAMPTON, because it is 
unaffected by temperatures up to 
250°C. and because of its excep- 


‘E"T.TW ON’ 


INDUSTRIES LIMITED 


LONDON : S.W.1l 


tional non-stick properties. Fur- 
thermore, ‘Fluon’ is one of the 
most chemically inert materials 
known. With few exceptions it is 
neither attacked by, nor will it 
contaminate or taint other sub- 
stances with which it comes into 
contact. This makes it ideal, as in 
this case, for use near or with 
food. 


‘Fluon’ is the registered trade mark for the 
polytetrafluoroethylene manufactured by 1.C1 


ch) 
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SKODA 


Vertical Boring and 
Turning Mill 


Model SK 12 


This versatile machine, of the most modern 

design, can be seen at our showrooms where ¥ 

it is available for immediate delivery. a Jq ; 
High table speeds, infinitely en ThA 

variable Anti-friction bearings oS _ 

fitted to spindle Drive through iS Ae | =) oe 

variable-speed, commutator motor 

Cross-rail automatically clamped 

and unclamped when raising or 

lowering. 


BRIEF SPECIFICATION 


Maximum swing with side head 
Maximum swing without side head 


Maximum distance between table 
and rail head toolholder 


Table diameter 

Infinitely variable speed from . . . 3.5§5-1§0 r.p.m. 
Variable speed motor output 

Weight of machine ..._ 15 ton I2 cwt. approx. 





immediate delivery from our 
Sole Agents London Shoavuenie 


SUBJECT TO PRIOR SALE 


SW atcumels clammy cholethstse Glole, Ome nire 


41-45 MINERVA ROAD, NORTH ACTON, LONDON, N.W.10_— Gif] 


2% 4 P GR 
e r 4 { e é r é r i W 
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TOOLED = 
READY FOR 
PRODUCTION 
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HIGH PRODUCTION DRILLING 


MODEL I5AX CAM FEED, AUTO TABLE TOOLED UP FOR 
AUTOMATIC PRODUCTION ON CURTAIN RAIL FITTINGS 


This machine with cam-feed, has a six-spindle 
vertical head for drilling and tapping, as well 
as a side unit with a two-spindle head. The 
mechanical revolving table has six stations 
and two components are loaded at each 
station. Parts are drilled and tapped 
vertically and horizontally and all operations 
are performed simultaneously. Except for 
loading, operation is entirely automatic. 
Production 750 per hour. 

(Splash guards removed for purpose of 
illustration.) 


FREDK. POLLARD & CO. LTD. 


CORONA WORKS, LEICESTER, ENGLAND 
TELEPHONE: LEICESTER 67534 (5 lines) 


LONDON OFFICE: COASTAL CHAMBERS, 15 ELIZABETH STREET, 
BUCKINGHAM PALACE ROAD, S.W.1. TEL.: SLOANE 8880. 


SCOTTISH REPRESENTATIVES: WALTER S, LANG & CO., 48 OSWALD 
STREET, GLASGOW, C.|. TEL.: CENTRAL 2539. 


When answering advertisements kindly mention MACHINERY. 


July 9, 1958 





July 9, 1958 MACHINERY 87 













Quality control 
for better 


protection is... 


smoothing 


the way 
to higher 
production _ 






& 
7 


q 
> ‘ 
cylinder bore on 
Becia! test engine for 
lubricants at the op 
Research Station 





LUBRICANTS 


Regs PROOUCTS OF THE BRITISH PETROLEUM COMPANY LTO 


Distributors 
Our Technical Department will be 
THE POWER PETROLEUM co. LTD. pleased to advise on your lubrication 


Head Office: 76/86 STRAND - LONDON W.C.2. (Branches and Depots throughout the country) requirements and problems 
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Smooth out the | : | IE : 


production flow... 


DORMER 


S/LVER RING 


TWIST DRILLS 


... take the tough jobs 
in their stride 


THE SHEFFIELD TWIST DRILL AND STEEL COMPANY LIMITED 


SHEFFIELD ENGLAND 
DORMER TOOLS ARE OBTAINABLE FROM YOUR USUAL ENGINEERS’ MERCHANTS 
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PUZZLE CORNER 7 


Maybe some modern art is bewildering; but let’s be 
fair. Perhaps if you were as skilled in art appreciation as 
you are in production engineering, you could answer this 
one too. 


We pride ourselves at Webster and Bennett that we 
know most of the answers when it comes to boring and 
turning, and our customers agree. In fact, our own 
“puzzle corner” is always busy translating customers’ 
drawings into machinable possibilities, and quite often 
remarkably favourable floor-to-floor times result. 










If you have to machine castings and forgings up to 
80” swing, perhaps we can help you. Send us drawings of 
your components; our technicians will be glad to submit 
production proposals. 


““A standard Webster and Bennett 
Boring Mill with 60” Chuck, ad- 
mitting 35” under the turret 
and 24” under the cross-slide”’. 





t | 
0 Wh, le, WW Uh, Wh, Wl, We We Ue Ce CD 


WEBSTER & BENNETT LTD., COVENTRY, ENGLAND 
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pipet Mldtd be YOU MeOne4 


336 


A SUPER GRADE 
SPECIAL ALLOY 


STEEL 


FOR BLANKING AND FORMING DIES 
PLASTIC MOULDS, PUNCHES 
THREAD ROLLING DIES, GAUGES 

LATHE CENTRES, ETC. 


FMP 336 is a realiy dependable special alloy steel 
possessing exceptional resistance to wear. It is 
easy and safe to harden and usually eliminates 
cracking hazards on intricate dies, thin sections, 
short radii, etc “ 

Supplied in rounds, squares and flats as well as In 
rings and forgings. 
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INTRODUCING 


BLISS 
PERA 


In co-operation with the 
Production Engineering Research 
Association of Great Britain, Bliss 
have designed a unique Hydraulic 
Press, combining all the essential 
features for the cold extrusion of 
steel. 
The BLISS-PERA Press is a 
versatile unit, of extremely rugged 









HYDRAULIC PRESS 
FOR 
COLD EXTRUSION 






























construction, performing many 
extrusion operations which are 
impracticable on conventional 
presses without elaborate tooling 
arrangements and stripping 
devices. 











A new double-action motion is a 
particularly important develop- 
ment which, together with the 
associated press control circuit, 
permit a wide variety of forward or 
backward extrusions or a 
combination of both. 
















Tool setting is much easier and 
more rapid than on conventional 
mechanical presses and the 
pressure controls can be set to 
safeguard against accidental 
overload. 
Write for descriptive leaflet of 
typical press specifications. 


E. W. BLISS (ENGLAND) LTD. 


| CITY ROAD + DERBY 
Telephone : DERBY 4580! (4 lines) 


simceisas7 



















2/3 THE SANCTURY, S.W.1I. Telephone Abbey 3651/2. 





London Office : 

















WM JESSOP & SONS LTD a a J J SAVILLE & CO LTD 
BRIGHTSIDE WORKS SHEFFIELD TRIUMPH WORKS SHEFFIELD 
ALL ENQUIRIES TO: SMALL TOOL WORKS PORTLAND ST SHEFFIELD 6 - TEL 20224 

















July 9, 1958 MACHINERY 93 







With controlled 
speed and 


force of stroke 


FLUSH “ <¢ 
re Schrader Air Gylinders 
make light of heavy work 





Schrader Air Cylinders can be used in many ways to eliminate 

costly and bulky mechanical movements and to reduce the fatigue 

and monotony of manual movement. They can be operator 

controlled or automatically synchronized with other machine operations. 
Piston movement can be regulated both for speed, force of stroke, 

and time of each cycle. Wherever you have operations involving 

lifting, lowering, pushing or pulling, consider the Schrader 

range of Air Cylinders. The chances are they can take over the 

heavy tasks and help you expand production. 


Schrader 















‘7 e] 
a 
—_— > AIR CYLINDERS To: A. SCHRADER’S SON (Div. of Scovill Mfg. Co.), 
e 829 TYBURN ROAD, ERDINGTON, BIRMINGHAM, 24 
MOUNTED =) 
TYPE o Please send details of Schrader Air Cylinders 
ra) 
=) 
— I siisciheincictsstiicsedsc es ictaoestbaicianiinissnieeeiea NN a ead 
Ze] 
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DOUBLE MUSHET 


HIGH-SPEED STEEL 


TWIST DBILLS 


We do not know the number of holes made every 
day throughout the world by fast-cutting 
‘**Double Mushet”’ drills, but we do know that 
all of these drills are of consistent top quality. 
Manufacture throughout within the same organi- 
zation makes possible rigid production control 
and inspection, from the melting of the steel to 
the despatch of the finished product. 


POCKET DRILL SETS 


Four sets of drills are available 

packed in attractive metal — 
containers of cigarette case a 
size. No more lost drills for 

the Practical Engineer and 

Handyman. 

Please write for descriptive 


Qi 


SAMUEL OSBORN & CO, LIMITED. 


CLYDE STEEL WORKS, SHEFFIELD 
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with hardly a scrap left over 


IT’S SIMPLE... with Tufnol. This high-grade 
electrical insulator can be punched easily, 
speedily and economically. Tufnol 

allows the minimum of land between 
punchings. This means you have the least 
possible scrap. 

Sturdy Tufnol parts act not only as 
insulators but can give dependable 
mechanical service on all sorts of jobs 
in many pieces of electrical and 
electronic equipment. 


Whatever your requirements—washers, 
spacers or intricate punchings—you’ll 
find Tufnol will do a good, 
economical job. 


Tufnol punchings can be produced to 
your specification in our factory. 

Or Tufnol can be supplied in sheets 
or strips for punching in your own 
workshops. Write for further 
information. 


ARE YOU MAKING THE MOST OF TU re NO L | 


REGISTERED TRADE MARK 


Ar Fy LISON Product 


TUFNOL LTD - PERRY BARR - BIRMINGHAM - 22B 


31 


When answering advertisements kindly mention MACHINERY. 








MACHINERY 


FIVE WA 
YS TO HIGHER EFFICIENCY 


SPEC THs 
rking fluid that will not 
B vin two grades» STAN 


The instant-drying mark 
el 


chip or PCS Supplied in t 
i jished metals, and OP UE for b 
‘ngs, it iS available in thirteen 


answet 
problems: 
moves gli surface 
rust and neutral- 
sses deeP seate 
corrosion right © 
! h res of the metal, forming @ 
use prio. protective jating that 
soldering, ° prepares sur ~ady for 
ol ainting- 
gpectra-Color- ho wipl 
: ~ emulsifies = | grcaste applied 
c 
4 ing- 


‘Spectra’ products 


Full details of all 
adly sent on request. 


gl 


SPECTRA 
CHEMICA 
LS LTD 
SP 
SPECTRA WORKS, HIGH STREE 
: r 
am 3182 & 2293. ean grit SURREY 
ms : Spectra Cate , 
’ rham, 
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electro - 
Prmewurm atic 
Walwes 


tor Remote Contro, 


For the control of pneumatically operated mechanisms by lightly rated 
electric switches. A cable carries the electrical control signals 
simplifying installation and obviating long airlines. Units are small 
compact, low in weight. Particular care has been taken to guar 
against the ingress of dust, oil, etc., and under test uni 

have demonstrated their complete reliability, performing 

over one million operations without appreciable wear 



























































The World’s Leading Manufacturers of 


FUEL INJECTION & ELECTRICAL EQUIPMEN 


C.A.V. LIMITED, ACTON, LONDON, W.3. 
AP 899 


ORE Se 





eas BNSC 


1. SINGLE - SPINDLE AUTOMATIC SCREW 
MACHINES in a range of sizes from }” to 2” 
diameter capacity, including SIMPLIFIED and 
TURRET THREADING versions. 


B.S.A. ACME-GRIDLEY BAR AUTOMATICS, 
4, 6 and 8 spindle machines in various sizes up to 34” 
diameter capacity, and CHUCKING MACHINE, 
Six-spindle, 6” diameter capacity. 


. SINGLE - SPINDLE CHUCKING AUTO- 


MATICS, 73” and 124” swing. 





MULTI-TOOL PRODUCTION’ LATHES, 


" 6" x 20” and 28", and 6° HYDRAULIC COPY 


TURNING LATHE. 


. CENTRELESS GRINDING MACHINES, No. 4, 


qe” to 3” diameter, and No. 8, ¢”to64”" diameter capacity. 


. FORM GENERATOR, ;4," to 3” diameter capacity, 


and THREAD GENERATING MACHINE, 2 B.A. 
to #" BSF. 


. AUTOMATIC TAPPING MACHINES, ~" to 


14" diameter capacity (in steel). 
Tool Holders, Tools, Attachments and Special Equipment 
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FREE MACHINING 
1, CARBON 
SILVER STEEL 


We invite you to carry 
out a test on a free 
sample which we will 
size from stock. Established 1825 
TELEPHONE: SHEFFIELD 22124. TELEGRAMS: KAYSER, SHEFFIELD 
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Clamping station 
TURNED BY 90° 


STATION 1 
Drilling, facing 
and chamfering 


STATION 2 
Reaming, facing 
and chamfering 


STATION 3 
Tapping 
TURNED BACK 
BY 90° 


STATION 4 
Drilling, facing 
and radius turning 


STATION 5 
Drilling, facing 
and radius turning 


Esq] or bes bo 



















™ NASSOVIA 


“i 


STATION 6 
_ Recessing 
Transfer Rotor poaaah 
This [0-Station Rotary Table 
Chucking Automatic is installed ATION 7 
at Yorkshire Copper Works Ltd., — 
Leeds, where it is producing 8 
components such as the example TURNED BY 90° 
detailed alongside. 
e Workpieces are held over rotating 
tools with upward vertical feed, JS 
and the chucks can be turned to 
present a different face to the tools =" 8 
at each indexing of the table ng 
carrying the chucks 
An ideal machine for large quantity 
production of components requir- 
° ing @ machining from various 
directions in one plane. STATION 9? 
Write today for full details. Drilling 


TURNED BY 90° [ l 


Sales & Service for... DRUM AUD D-ASQUITH ... the British Isles 


DRUMMOND-ASQUITH (SALES) LTD., KING EDWARD HOUSE, NEW ST., BIRMINGHAM 
‘Phone: Midland 3431 (7 lines) ‘Grams: Maxishape, B'ham. Also at LONDON: ‘Phone: Trafalgar 7224 (5 lines).and GLASGOW: "Phone: Centra 0922 
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Precision times nine 
with the SOLEX 
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Abstracts of Principal Articles 


The Production of Calculating and Ticket- 
issuing Machines P. 60 


In addition to the well-known punch, from which 
their name is derived, the Bell Punch Co., Ltd., 
Uxbridge, produce an extensive variety of calculating 
and ticket-issuing machines, taximeters and aircraft 
instruments. These products incorporate many press- 
ings, which are produced in a well-equipped section 
of the company’s works. Among the parts produced 
on a 50-ton C.V.A. dieing press, are key bars, which 
are of a complex shape and must be made to close 
limits. Another complicated pressing is the frame 
plate, several of these components being used on 
each calculating machine. After pierced blanks have 
been produced by a multi-stage tool, they are bent to 
a channel section, and certain slots are pierced in a 
hand-fed tool, which incorporates banks of horizon- 
tally-moving punches. To guard against faulty 
location, this tool has two sliding blades which must 
be moved inwards to trip limit switches, before the 
clutch mechanism of the press can operate. Key 
stems are produced in large quantities, and one 
design is made by piercing, cropping and swaging 
operations on a multi-stage tool. Another type is 
made from strip material on a compound tool, a 
micro-switch being fitted to stop the machine before 
the end of the strip is reached, and thus prevent the 
formation of half-blanks. Gear pressings are blanked 
and then shaved, to maintain the close limits and 
ensure smooth surfaces, and an infra-red oven is used 
for ‘ pre-heating plastics materials before they are 
worked to prevent cracking and to reduce the loads 
on the machines and tools. For parts that are required 
in small batches, the company employs Crosland 
tools made of densified wood, with steel strip cutting 
members. (MACHINERY, 93—9/7/58.) 


Savings in Material and Production Costs 
by Flow Turning P. 87 


It is explained that in flow turning or “ rotary 
extrusion ”’ metal is deformed in shear under pressures 
ranging up to 50,000 Ib. per sq. in. Reductions in 
thickness of 75 per cent or more can be obtained in 
one pass and as a result of cold working, the tensile 
strength, fatigue resistance, and hardness of the 
metal are substantially increased. Suitable operating 
conditions are indicated, and it is stated that inside 
diameter and wall thickness can readily be held 
within limits of + 0-002 in. Advantages of pro- 
ducing parts by this method are discussed in connec- 
tion with an intermediate bearing support which is 
flow turned from a flat forging; a bullet-nosed com- 
bustion chamber liner, formerly made in two por- 
tions and assembled by fusion welding; a rear bearing 
support; and a long drive shaft for a gas turbine. 
For the latter component, a 43-in. long, upset, pierced 
forging is employed. The finished length is 764 in., 
and no subsequent operations are required on the 
internal surfaces. (MACHINERY, 93—9/7/58.) 


Micyl Blocks for Measuring Tapers... P. 93 


Reference has previously been made in MACHINERY 
to the Micyl blocks developed by Laboratoire Central 
de l’Armement, Paris. These blocks are now avail- 
able in this country and the latest design is here 
described. Particulars are included for three sizes, 
and reference is made to a special stand which has 
been introduced to facilitate checking tapered com- 
ponents where the large diameter end face is the datum 
surface. (MACHINERY, 93—9/7/58.) 


Some Standard and Special Machine Tools The Use of Metal-reinforced eg’ y 


Built in the TOS-Kurim Factory, Czecho- 


Good results are being obtained with press tools of 


slovakia 


The TOS-Kurim machine tool works, originally the 
Zbrojovka machine tool and armament factory, now 
provides employment for about 3,000 people and is 
stated to be the largest and most up-to-date plant of 
its kind in Czechoslovakia. Here, an important 
activity is the design and construction of special- 
purpose machines incorporating unit heads. In 
addition, plano-type and knee-type milling machines, 
and horizontal borers are made. There is a large, 
mechanized iron foundry for the production of high- 
quality machine tool castings, and the methods 
employed in the light and heavy machine shops and 
assembly shops are in accordance with modern re- 
quirements. Some details are here given of the 
production activities, with particular reference to 
recently-introduced heavy-duty knee-type milling 
machines with hydraulic motor and lead-screw feed 
motions, and special-purpose machines for a variety 
of applications. The latter include an in-line transfer 
machine which has been built to the order of a well- 
known firm abroad for machining cast-iron housings 
for railway axle boxes. (MACHINERY, 93—9/7/58.) 


various types made from a new metal-reinforced 
plastics material known as _ Epoxy-Alloy. This 
material comprises an epoxy resin with fibres of steel 
or aluminium, or a combination of glass and steel. 
Fibres of the type produced by the steel wool process 
are employed, and the procedure for tool making 
differs somewhat from that normally follgwed with 
plastics. A surface coating of resin is first applied 
to the mould and “ flocked” with short steel fibres 
by a spraying process. Additional resin is then 
poured into the cavity and the mass of reinforcing 
fibre is subsequently pressed into it by means of a 
hardwood plug, the pressure being maintained during 
the curing stage. In some instances, glass fibre may 
by substituted, with advantage, as reinforcement for 
the body of the tool. When aluminium fibre is used, 
the mixture has good thermal conductivity, and may 
be employed, for example, for the production of 
heated, matched moulds, and vacuum forming 
moulds. Epoxy-Alloy tools are more expensive 
than those made by casting compounded epoxy resins 
in the normal manner, but may have considerably 
longer life. (MACHINERY, 93—9/7/58.) 
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Determining the Effects of Mechanization on 
Production Costs 


During recent years there have been rapid 
advances in the design of equipment for perform- 
ing operations automatically in both production 
and assembly departments. Such equipment, in 
many instances, is necessarily much more elaborate 
than that previously employed for accomplishing 
the same results, and both initial and subsequent 
maintenance costs may be correspondingly high. 
On the other hand, very important savings in direct 
labour costs may be achieved as a result of auto- 
mation, and these savings may far outweigh pos- 
sible increases in machine depreciation and over- 
head charges per unit of output. It is very desirable 
that mechanization should proceed as rapidly as 
is economically justifiable. At the same time, it is 
obviously undesirable that complicated arrange- 
ments should be put into operation, if the effect, 
when proper account is taken of all relevant fac- 
tors, is to increase and not reduce unit costs. 

In this connection, it was pointed out by Mr. 
A. J. Dunkle, during the course of a paper presented 
to the American Society of Mechanical Engineers, 
that it is most important to obtain a true picture 
of the overall results that may be anticipated from 
a proposed change, and that current accounting 
practices often fail to provide all the information 
that is necessary. Progressive mechanization, the 
author explained “embraces all or a combination 
of any six different and distinct phases of manu- 
facture,” namely; manual handling; primary 
mechanization of manual work; advanced mechani- 
zation of manual work; elimination and combina- 
tion of operations; integration of processes; and 
automation of processes. Each combination; it 
was suggested, must be considered on its indivi- 
dual economic merits, in order to determine the 
plan which will give the highest return on 
investment. 

An investigation was carried out by the author's 
company and it was found necessary, in any given 
instance, first to determine the actual unit cost for 
the existing method of manufacture, including the 
true overhead cost. Next, the most economical 
manual method, making use of the available facili- 
ties, was determined, and the true cost of this 
method was used as a basis for comparison when 
various plans for mechanization were — 
assessed. For the purpose in view, it was foun 
to be unsatisfactory to allocate overheads on the 
basis of direct labour costs, on account of the rapid 


increase in the capital investment necessary as full 
mechanization is approached. As might be 
expected, moreover, maintenance costs for com- 
plex, specialized equipment also tend to assume 
increasing importance. It was concluded, there- 
fore, that any estimates based solely on direct 
labour savings are unreliable, and that “ return on 
investment” is the only satisfactory guide. In 
assessing this return, the effects of mechanization 
on all elements of cost must be taken into account, 
and an example was quoted where orthodox 
methods indicated that the replacement of a manual 
assembly line by a rotary assembly machine would 
be justified. When the “return on investment” 
was accurately determined, however, a negative 
value of 3 per cent was obtained. 

When carrying out a cost analysis, such factors 
as direct labour, indirect labour, maintenance, con- 
sumable tools, scrap, machine depreciation, and 
floor space were taken into account. Particular 
attention was paid to maintenance and machine 
down-time, and such studies sometimes drew atten- 
tion to the need for improvements in the design of 
certain parts of equipment. Other valuable 
incidental information was obtained, and it was 
found, for example, that for the particular require- 
ments of the factory in question, in-line designs 
were generally preferable to rotary equipment. It 
was also noted, in some instances, that hopper 
feeding arrangements resulted in unduly numerous 
interruptions, so that it might be more economical 
to revert to manual loading. 

As a result of the investigation, it has proved 
possible accurately to forecast the savings that can 
be expected from a change of method, and reliable 
information is also provided concerning the unit 
cost constituents, which may be of value for the 
future. For example, an in-line assembly machine 
for sparking-plug shells was installed and enabled 
very satisfactory economies to be made. Analysis 
of the final unit cost, however, indicated, quite 
naturally, that overheads and machine depreciation 
accounted for a much higher proportion of the 
total than formerly. Consequently, in seeking 
further cost reductions in the future it will be 
necessary to pay particular attention to these 
aspects. To ensure that machine depreciation 
charges are kept to a minimum, more thought 
must be devoted to economical design and con- 

(Continued on page 111) 
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The Production of 
Calculating and 
Ticket-issuing 

Machines 


Methods and Equipment Developed for 
the Batch Manufacture of a Wide 
Variety of Precision Components 

by the Bell Punch Co., Ltd., Uxbridge 


Earlier articles in this series* were concerned 
with the methods and equipment which have been 
developed by the Bell Punch Co., Ltd., The Island, 
Uxbridge, Middlesex, for the production of an 
extensive range of components for calculating and 
ticket-issuing machines, totalisator equipment, taxi- 
meters, and aircraft instruments. It was noted that 
from 11,000 to 12,000 different types of com- 
ponents are produced in a typical 3-month period, 
many of which are required in small batches, 
whereas others must be produced in very large 
quantities. 

The machine shop at the Uxbridge works in- 
cludes a large battery of single-spindle turret-type 
and Swiss automatics, and there are well-equipped 
gear-cutting, milling and grinding sections, as well 
as the usual drilling, capstan-lathe and other de- 
partments. In addition, there is an engraving 
section, an inspection bay, and a heat-treatment 
department. 


PRODUCTION OF PRESSED COMPONENTS 


A large proportion of the components for the 
company’s products takes the form of pressings, 
and there is a well-equipped press section in the 
Uxbridge works. The equipment installed includes 
presses by makers such as Bliss, Schuler, Bentley, 
and Hordern, Mason & Edwards, and for the pro- 
duction of parts that are required in the largest 
quantities there are C.V.A. dieing presses of 10 and 
50 tons capacity. Wherever possible, the punches 
and dies are form-ground, in order to ensure the 


* Macuinery, 92/1192-23/5/58 and 92/1492-27'6 /58. 
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maximum life, and the tools are mounted in pillar 
die sets. All tools are returned to the tool- 
maintenance department for checking, regrinding 
and running repairs, as soon as they have been 
removed from the presses, so that they are always 
ready and in good condition for the production of 
the next batch of components. 

A representative selection from the very wide 
range of pressings that are a. is shown in 
Fig. 1, and affords some indication of the variety 
of work that is handled. The two small gears 
seen at the lower right in the illustration are made 
from mild steel and are required in very large 
numbers. Since the profiles of the teeth must be 
held to close limits, they are finished by shaving, 
and to ensure concentricity between the teeth and 
certain holes, the piercing punches for the latter 
are incorporated in the shaving tool. The name- 
plate for a Plus adding machine, seen at the lower 
left, is made from duralumin, and it may be of 
interest to note that the raised lettering is pro- 
duced by half-shearing the material. Before 
this operation, the blanks, which are produced by 
conventional cropping, are subjected to a 
straightening operation by passing them through a 
small bench-mounted roller leveller. 

The small spring anchor, seen between the 
name-plate and the gears, is made from mild steel 
strip, 0-022 in. thick (24 s.w.g.), in the multi-stage 
progression tool shown in Fig. 2. A drawing of 
the part, and a diagrammatic layout of the stages 
whereby it is produced, are inset. The upper and 
lower tool assemblies are built up on a Desoutter 
twin-pillar type, die set, and the upper assembly 
incorporates a spring-loaded stripper plate A. To 
ensure accurate alignment between the stripper 
plate (and, consequently, the punches) and the die 
members, hardened bushes are mounted in the 
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plate which engage hardened cone-end pegs that 
project from the lower tool. 

Following normal practice, the strip from which 
the parts are produced is fed between guide plates 
B in the lower tool, these strips being of stepped 
cross-section in order to prevent the strip lifting 
as it is fed from one stage to the next. At the 
first stage, a rectangular notch is cut in one side 
of the strip, and the hole is pierced, as indicated 
at (1) in the strip layout. At the same time, the 
left-hand half of the form at one end of the part 
is produced by the punch indicated at C, the 
die aperture for this operation being seen at D, 
in the plan view of the lower tool assembly. The 
notched strip is advanced through the tool to the 
next station, where the right-hand half of the 
lug-form is produced by the same punch that is 
employed at the first stage, as indicated at (2) in 
the strip layout. To ensure accurate alignment at 
the second stage, and succeeding stages, pilot 
punches are provided, as at E, which enter the 
hole pierced at the first stage. The strip is located 
crosswise by the engagement of the straight edge 
of the notch with the guide strip. 

No work is performed on the strip at stage 3, 
but at stage 4 the end of the lug portion is bent 
downwards by a punch F, of square section, over 
the rounded edge of the die member G. The fifth 


stage of the tool is idle, and at stage 6 the form- 


ing of the lug portion is completed. A _hori- 
zontally-disposed punch is employed for this stage, 
and is indicated at H in the sectional view of the 
tool. This punch is mounted on a spring-loaded 
slide J, in the lower tool assembly, with one end 
abutting a dowel pin K. The slide is slotted to 


Fig. 1. A Selection from 
the Wide Range of 
Pressings made in the 
Uxbridge Works of the 
Bell Punch Co., Ltd. At 
the Top in the Ilustra- 
tion is a Frame Plate for 
a Calculating Machine, 
with a Key Bar for a 
Similar Machine Below, 
The Bottom Row Com- 
prises a Name Plate, 4 
Spring Anchor and Two 
Gear Pressings 
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form a seating for the punch, and the side walls 
are machined to provide an angular face at the 
outer end. As the upper tool descends, an angle- 
cam L, secured thereto, acts on the angular face 
of the slide to thrust it inwards, so that the punch 
forms the lug of the pressing over the rounded 
projection on the die member M. 

The next stage (No. 7) is idle, and as the strip 
is advanced to stage 8 the workpiece, still attached 
to it, passes under the spring stripper finger N. 
At stage 8 there is a die aperture u semi-circular 
form, and a circular-section punch in the upper 
tool assembly, and these members cut the finished 
pressing from the strip, as indicated at (8) in the 
layout. The completed workpieces fall through a 
hole in the die-set base, and thence into a work- 
pan. With this tool, spring anchors are produced 
at a rate of 185 per min. 


PRODUCTION OF KEY BAR PRESSINGS 


A key-bar for an electric Sumlock calculating 
machine is shown in the mid-position in Fig. 1. 
This component is pothomins 3 2 6% in. long, and 
is produced from hard, bright mild steel (En. 2) 
strip, of 18 s.w.g. (0-048 in. thick). Close tolerances 
are specified for the angles and widths of the 
slots, and, since there are a minimum of nine on 
each machine, large quantities are required. Key 
bars are produced on a C.V.A. 50-ton dieing press, 
using the multi-stage tool shown in Fig. 3. The 
parts are made across the 7%-in. width of the 
strip, and the inter-stage pitch is 0°812 in. 

The upper and lower tool assemblies are built 
on heavy-section bolsters, and are guided by four 
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Fig. 2. The Multi-stage Tool for the Production 
of the Spring Anchor Seen in Fig. 1. A Dia- 
grammatic Layout of the Operation Stages, and a 
Drawing Giving Details of the Workpiece are Inset 


Desoutter pillars and bushes. A spring-loaded 
stripper plate P serves to support and guide the 
punches, some of which are very slender, and, in 
its lowest position, the plate is located and steadied 
by cone-end pegs that project from the lower tool 
assembly. The latter unit has two strip-guides, 
of stepped cross-section, one of which incorporates 
two spring-loaded pressure pads R, whereby the 
work material is thrust against the guide at the 


opposite side of the tool. This latter guide is 
slotted to provide for the passage of a notching 
punch, associated with the die aperture S, which 
produces a cut-out in the side of the strip. The 
cut-out originally served to locate the strip initially 
at each tool-stage, in conjunction with two trigger 
stops T. Of these stops, the left-hand unit provided 
a means of location when the end of the strip 
of work-material had moved past the right-hand 
stop, so that two or three more blanks could be 
produced from a strip of a given length, than 
would be possible if only one stop were ay gear 
The trigger stops are not required when the tool 
is used on the dieing press, reliance being placed 
on the accurate roll-feed mechanism for primary 
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location, and the spigot, seen fitted to the to 
tool (at the left in the illustration) is also maak 

Details of the workpiece are given in Fig. 4, 
where a diagrammatic layout of the operation 
stages is also shown. At the first tool stage, a 
0-187-in. diameter, pilot hole is pierced at each 
side of the strip, and a series of shaped apertures 
is produced across its width. These apertures, it 
may be noted, serve to reduce the weight of the 
finished component. The die openings for the 
pilot holes are indicated at U, in Fig. 3. At the 
next stage (No. 2 in Fig. 4) nine holes, of 0-077 in. 
diameter, are pierced across the strip, these holes 
subsequently forming the ends of narrow slots in 
the part. Simultaneously with this piercing opera- 
tion, a long punch cuts a profiled slot across the 
strip, one side of this slot forming the “ saw tooth” 
edge of the workpiece. To facilitate tool produc- 
tion, the die assembly is of built-up construction, 
and the cutting edge V, Fig. 3, for the “saw 
tooth ” form, is machined and profile ground in 
the left-hand side of the right-hand die element, 
which includes the apertures for the other piercing 
operations that have been mentioned. 
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produces a rectangular notch in the on side 
of the workpiece, when the strip has been advanced 
to the next stage. Here, as at the preceding stage, 
the strip is finally positioned by means of pilot 
pins in the upper tool, which enter the holes 
pierced at the sides of the strip at the first stage. 
It will be observed that the die on the left-hand 
side of the long punch is composed of a series of 
small inserts, which are screwed and dowelled, 
also keyed, to the lower tool bolster. The right-hand 
sides of the inserts are finished flush—except for 
the notch W—to form a single cutting edge. The 
form of the end inserts is such that the workpiece 
remains attached to the strip, and additional metal 
is left on the workpiece for subsequent finishing 
of the profile at its extremities. 

The shape of the inserts can readily be seen in 
Fig. 3, and this method of construction has been 
adopted to facilitate the machining and grinding 


Fig. 3. This Miulti-stage Tool, of Built-up 
Construction, is Employed for the Production of the 












































On the side of the long form punch, opposite Key Bar, seen in Fig. 1. The Width of Strip Used 
to the “saw tooth” profile, there is a projection is 74 in., and the Progression from Stage to Stage 
which, in conjunction with the slot W in the die, is 0-812 in. 
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Fig. 4. Details of the 
Key Bar are Here 
Shown, with a _ Dia- 
grammatic Layout of 
the Various Operation 
Stages Whereby it is 
Produced. To Facilitate 
Tool-making, the Die is 
of Built-up Construc- 
tion, and to Maintain the 
Close Limits that are 
Specified, the Narrow 
Slots are Shaved Subse- 
quently 


x 


SHSVVgsegg 














|. 2512") 
. 3 








of the die apertures, whereby the angularly- 
disposed slots are produced in the workpiece at 
the fourth tool-stage. Each insert is form ground, 
and has an angular groove at either side. 
When the inserts are assembled in the tool, 
the grooves on adjacent inserts mate together 
to form narrow, rectangular die apertures, at 
the required angle to the axis of the strip, and 
it will be appt that these apertures would be 
very difficult to produce satisfactorily in a solid 
die block. It is important that the slots produced 
at this stage should be held to close limits for 
accuracy and finish, and they are shaved at a later 
operation in the production sequence. 

In addition to the slots, which break into the 
“saw tooth” form at one end and into the pierced 
circular holes at the other, two small holes are 
pierced at one side of the strip (die apertures X), 
and one hole is pierced at the other side (die aper- 
ture Y). The single hole is of 0-1135 in. diameter, 
and the two holes at the opposite side of the strip 
are of 0-060 and 0-069 in. diameter. 

The workpiece has now been completed, apart 
from the form at each end, but is still attached to 


the strip at its extremities. At the next stage 
(No. 5), there is an elongated blanking punch which 
produces the end profiles, and severs the work- 
piece from the strip. The —— die apertures are 
formed in the long insert Z, and in the large end 
units of the row of inserts that form the slot dies. 
With the tool that has been described, key bars 
are generally produced at an output rate of 80 per 
min. 
MAKING FRAME PLATE PRESSINGS 


The large pressing at the top of the group in 
Fig. 1 is a frame plate for a Plus adding machine. 
This pressing is made from half-hard mild steel 
strip, 6% in. wide by 20 s.w.g. (0-036 in. thick), 
and, because of its complex shape, a series of 
operations on different presses is necessary. The 
first series of operations, which includes the pro- 
duction of the flat blank and the piercing of most 
of the holes, is carried out on the C.V.A. 50-ton 
dieing press, and plan and sectional views of the 
lower tool assembly for a similar plate are given 
in Fig. 5. Details of this latter plate are shown 
in Fig. 6, and it will be observed that it has five 
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sets of J-shaped apertures and associated transverse 
slots, whereas the part in Fig. 1 has six. A dia- 
grammatic layout of the operations performed on 
the dieing press for the production of the second 
plate is also \ in Fig. 6. 

Designed by Bell Punch Co., and made by 
Universal Tools, Ltd., Tramway Path, Mitcham, 
Surrey, the tool is of built-up construction, to facili- 
tate manufacture, and the various elements are 
mounted in a 4-pillar die set. The strip is guided by 
L-section members at each side of the tool, and 
one guide member carries an index line A for posi- 
tioning the end of the strip when a new length of 
work-material is inserted. At the first stage, there 
are two cropping punches which produce the plain 
and profiled ends of the pressing, as indicated at 
B and C in Fig. 6. At the same time, piercing 
punches produce the two large oval apertures D, 
two openings E and F, of irregular shape, which 
eventually form part of the large cut-out in the 
workpiece, and two pilot holes G. 

The strip is advanced for a distance of 3°655 in. 
at each stroke of the press, and at the next stage 
(No. 2), another series of piercing operations is per- 
formed. Two holes, of 0-135 in. diameter, and 
five crescent-shaped slots (H, Fig. 6) are produced 
at one end of the workpiece, and the die apertures 
for these openings are cut in the tool element J, 
Fig. 5. The slots H form parts of a series of 
complex openings in the narrow end of the press- 
ing, which is subsequently bent downwards to 
provide a flange, as may be seen in the drawing 
of the finished workpiece. An aperture of 
U-shape is also produced at this stage, as indicated 
at K in Fig. 6, and serves to remove metal to leave 
a tapering lug, which is later bent to form an 


MACHINERY 


VOLUME 93 65 


L-shaped integral bracket. In addition, two 
rectangular openings L, Fig. 6, measuring 0:162 
+0-001 in. long by 0°125 in. wide, are pierced at 
this stage. The die apertures for these openings, 
also that for the U-shaped slot, are cut in the tool 
element M, Fig. 5, and this insert also contains 
five apertures N and two circular apertures P, 
which are required for the next stage (No. 8). 

At the third stage, the apertures N, and the 
associated punches, produce openings which blend 
with the crescent-shaped slots H (pierced at stage 
2). Ata later stage, on another press, a transverse 
straight slot is pierced across each of the openings 
thus produced, to receive the stem of the addin 
machine key, when the latter is finally pease <0 
A circular pip, which projects into each crescent- 
shaped opening, serves as an anchor for the key 
return spring. Most of the small, circular holes 
required in the workpiece are pierced at this stage, 
two of these holes being produced by the die 
apertures P and the corresponding punches. Indi- 
vidual die inserts are provided for the remainder 
of the holes pierced at this stage, and are housed 
in the tool element R. Fig. 5. One hole, indi- 
cated at S in the strip-layout, Fig. 6, is pierced 
0-050 diameter. The position of this hole is such 
that half of it lies in a lug (seen at T in the part 
drawing, Fig. 6). This lug is sheared and bent at 
a later stage, on another press, and serves as a 
lever stop and spring anchor. In addition to the 


Fig. 5. Plan and Sectional Views of the Lower 

Assembly of the Multi-stage Tool for the First 

Series of Operations on Frame Plates, One of 
which is Shown at the Top in Fig. 1 
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Fig. 6. Details of the Frame Plate for a Plus 

Adding Machine, and a Diagrammatic Layout of 

the First Series of Pressing Operations, are Here 
Shown 


punches and die inserts for the circular holes, there 
is a pair for piercing a slot, 0-041 +0-001 in. wide, 
seen at U in the strip layout. This slot breaks 
into the aperture F, pierced at the first stage. It 
may also be noted that, at the third stage, no hole 
is produced in the tapering lug (in the aperture 
K). This hole is pierced separately, after the lug 
has been bent to its final L-shape. 

After the workpiece has been advanced to the 
next stage (No. 4), the large opening in the leading 
edge is cropped out, as indicated at V in the strip 
layout. The die aperture for this operation is cut 
in the tool element W, Fig. 5, aia Sanorpeiedes 
two spring-loaded plungers X, the latter also being 
seen in the sectional view. The cropping punch 
and die serve, in addition, to cut the workpiece 
from the strip when it has been advanced to the 


fifth stage of the tool, and the spring plungers X 
lift the strip slightly to prevent the metal at the 
comers of the opening V from engaging the edge 
of the die opening, as the strip is transferred, and 
thus impeding movement. When it has been cut 
from the strip, the pressing falls through a large 
rectangular opening Y in the tool, and thence into 
the discharge chute of the press. With the tool 
described, frame plate blanks are produced at a 
rate of 130 per min. 


PIERCING SLOTS IN FRAME PLATES 


As has already been intimated, the pressings pro- 
duced on the C.V.A. dieing press require certain 
subsidiary operations before they are complete. 
From stage 5 of the strip layout (Fig. 6) it may be 
noted that two sets of five slots, in the area that 
eventually forms the flanges of the workpiece, are 
not pierced on the C.V.A. machine. These slots, of 
0-064/0-065 in. width, are positioned relative to 
the inside face of the flanged component, and, for 
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this reason, they are pierced after the flanges have 
been formed. 

Frame plates are made in a range of sizes, but 
the methods employed for their production are 
generally similar. In Fig. 7 is shown the set-up, 
on a Hordern, Mason & Edwards type L.20 press, 
for piercing the slots in one of the larger frame 
plates, used on a Sumlock machine. One of these 
plates may be seen at the front of the press platten, 
after the slot-piercing operation has been per- 
formed. Slots are pierced in two stages, and the 
set-up in Fig. 7 provides for piercing the slots that 
intersect the J-shaped apertures in the wider flange 
of the workpiece. The tool has a set of horizontally- 
disposed, spring-loaded punches, which are thrust 
towards the front of the press, for cutting, by a 
wide wedge cam, secured to the upper member of 
the die set, at the rear. pata | die apertures 
are cut in a plate which is screwed and dowelled 
to a support block in the lower tool assembly, and 
this block is slotted to provide for slug disposal. 

A frame-plate is loaded with the flanges down- 
wards and the’ profiled end to the right, and 
embraces the block that carries the die plate for 
the longer slots Z, Fig. 6. The narrower flange 
passes between this block and a block 
at the front of the tool. For location 
purposes, the large cut-out in the 


pressing. indicated at V in the strip 
ayout, Fig. 6, is held to close limits 
for both width and position, at the 


blank-production stage. A plate on 
the block at the front of the tool 
extends upwards, and the length of 
the plate is such that it engages the 
sides of the cut-out when the pressing 
is loaded, to locate it lengthwise. 

It is important that the underside 
of the main body of the pressing 
should be in contact with the other 
die block, and special interlockin 
arrangements have been cual 
in the tool and press, so that the 
latter cannot be operated if the work- 


Fig. 7. The Set-up for Piercing Slots 
for Key Stems in Frame Plates for 
Sumlock Calculating Machines. Slid- 
ing Blades are Fitted at Either Side of 
the Tool, and Unless the Workpiece 
has been Loaded Correctly, these Blades 
cannot be Moved Inwards, and the 
Press Cannot be Operated 
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piece has not been correctly seated—due, for 
example, to the presence of a slug between the 
mating surfaces. The normal clutch-operating 
pedal of the press has been disconnected, and a 
solenoid-actuated clutch-operating mechanism has 
been fitted in its place, as indicated at A, in Fig. 7. 
This solenoid unit is connected by cable to a 
shrouded pedal-switch B, which is in series with 
Burgess micro-switches C and D, at either side of 
the tool. To facilitate mounting and removal of 
the tool, the switches are wired to a socket at the 
centre of the tool set base, and the cable from the 
pedal-switch is coupled to this socket by means of a 
Niphan plug E. 

At each side of the lower tool, there is a box- 
section guide for a sliding blade, which is with- 
drawn for loading the workpiece, as seen at F. 
When the blade is withdrawn, the switch contacts 
are opened, and the pedal-switch is inoperative. 
The lower faces of both blades can just clear the 
workpiece when it is correctly seated, and, after 
loading, both blades are moved inwards. If the 
blades can be advanced until they assume the 
position of that indicated at G, a lug on the side 
of each blade depresses the operating plunger of 
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the micro-switch, and the contacts are closed. 
Both blades must be advanced, and their micro- 
switches tripped, before the circuit to the pedal- 
switch is completed, and the clutch of the press can 
be engaged. 


SHAVING GEAR PRESSINGS 


The gear pressings seen at the lower right in 
Fig. 1 are for a Sumlock calculator, and are typical 
of components that are produced in large quanti- 
ties by the Bell Punch Co., Ltd. On the gears 
shown, there are 20 teeth, which are of 20 D.P., 
involute form, with a special pressure angle of 
25 deg. Since the flanks of the teeth must have a 
high-quality finish, in order to ensure smooth 
operation and reduce friction to a minimum, the 
gears are produced in two stages. At the first 
stage, hard, bright mild steel strip of 20 s.w.g. 
(0-036 in. thick) is pierced and blanked on a roll- 
feed press to produce semi-finished pressings, one 
of which is seen at the left of the pair in Fig. 1. 
These pressings are then shaved and pierced, to 
provide the finished gears, as seen at the right. 

Fig. 8 shows the compound tool for the first 
stage. A fixed blanking punch H is mounted on 
the heavy base member of a Desoutter die set. 
The cross-section of the punch corresponds to the 
profile of the finished gear, but is 0-003/0-004 in. 
larger all round the form, in order to provide excess 
metal for the shaving operation. A stripper 
plate J is arranged to slide on the punch, aa is 
urged upwards by four threaded pins K, which 
engage the upper member of a spring buffer below 
the die-set base. The stripper plate carries six 
shoulder screws L, with large heads, which are 
positioned in pairs, four on one side of the punch 
and two on the other side, and serve to guide the 
1%-in, wide strip. There are seven circular die 
apertures in the punch, one of which is for the 
0-156/0-157-in. diameter central hole in the work- 
piece, five are for #-in. diameter lightening holes, 
and one is for a lightening hole of # in. dia- 
meter. The latter hole is made slightly larger 
than the other five for tooling purposes. A 
a stop M is also mounted on the 
stripper plate for locating the end of the strip 
initially. 

The piercing punches for the lightening and 
other holes are fitted in the upper tool assembly, 
as indicated at N, and pass through holes in the 
pressure pad P. This member is a sliding fit in 
the blanking die R, and is urged downwards by 
powerful springs. As the upper tool assembly 
moves downwards at each press cycle, the strip 
of work-material is gripped between the pressure 
pad P and the fixed punch H, and is supported by 
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the stripper plate J. As movement continues, the 
pressure pad springs are compressed and the die 
passes over the punch H, to cut the blank from the 
strip, which is p ae downwards, with the stripper 
plate, by the die, against the pressure of the 
spring buffer. At the same time, the piercing 
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Fig. 8. Gear Blanks, seen at the Right in the Lower 
Row, Fig. 1, are Produced by Means of this 
Compound Tool. There is an Allowance of 
0-003/0-004 in. Round the Form, to Provide for 
Shaving at a Subsequent Operation Stage 
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Fig. 9. Close-up View of a Shaving 

Tool Set-up on a Bentley 30-ton Press 

for Finishing Gear Pressings. A 

Stripper Plate Surrounding the Shaving 

Punch in the Lower Tool is Actuated 
by the Lever at the Left 


punches N in the upper tool assembly, 
in conjunction with the die apertures 
in the punch H, pierce the various 
circular holes in the workpiece. 

When the ram of the press rises, 
the strip is thrust upwards by the 
spring-loaded stripper plate J, but the 
workpiece is still held between the 
punch H and the pressure pad P. In 
consequence, the workpiece is re- 
engaged with the strip. As the strip 
is advanced in readiness for the next 
operation cycle, the workpiece is carried with it, 
and comes to rest over the ejector punch S. During 
the downward movement of the upper tool 
assembly, the ejector die T contacts the strip and 
thrusts it downwards with the stripper plate J. 
The ejector punch §S is stationary, however, and 
presses the workpiece out of the strip. When 
the upper tool assembly rises, the workpiece is 
blown clear of the tool area by an air blast. 

Referring to the finished gear at the right in 
Fig. 1, it will be observed that there are two small 
holes in addition to those produced by the tool 
that has just been described. Because it is essen- 
tial that these holes should be positioned accurately 
relative to the finished gear teeth, they are pierced 
by punches which are incorporated in the shaving 
tool. In many respects, the shaving tool resembles 
the blanking tool for the first stage, and has a 
fixed punch, mounted on the base member of a 
Desoutter die set. The upper tool assembly incor- 
porates a shaving die, fixed to the top member of 
the die set, a spring-loaded pressure pad that 
slides in the die aperture, and two piercing punches 
that slide through holes in the pressure pad, and 
operate in conjunction with apertures in the shaving 
punch. 

In Fig. 9 is shown a set-up for shaving a gear 
pressing of the same general form as that con- 
sidered above, but with a somewhat different hole 
arrangement. Apart from the location of the 
piercing punches, the shaving tools for both gears 
are similar in design. The shaving tool is shown 
mounted in a Bentley, type G.11, 30-ton press, 
which is fitted with an automatic guard, so that 
the clutch cannot be engaged unless the guard is 
closed. A gear pressing is dipped in a shallow 
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tray of paraffin, at one side of the press platten. 
and is placed on top of the shaving punch U, where 
it is engaged with three pegs. One peg is slightly 
larger than the others, and enters the oversize 
tooling hole, to locate the workpiece angularly, 
with its teeth aligned with those of the punch. 
Then, the guard is closed and the clutch pedal is 
depressed. As the upper tool descends, the press- 
ing is gripped between the shaving punch and the 
pressure pad in the upper tool assembly, before 
the shaving die V removes a thin sliver of metal 
from all round the form. During the shaving cut, 
the punches in the upper tool assembly pierce the 
two holes that must be concentric with the teeth. 

When the upper tool rises, the pressure pad pre- 
vents the shaved workpiece from being carried 
upwards with the die, and it remains on top of 
the shaving punch. Before the next workpiece is 
loaded, the operator depresses the lever W and 
thus raises the stripper plate X, lifting the shaved 
gear and the scrap material. The gear and scrap 
are then blown th of the tool by an air blast. 
With the tool that has been described, gear press- 
ings are shaved at a rate of 480 per hour, and the 
number of parts that can be shaved between suc- 
cessive tool regrinding operations is about 65,000. 
After shaving, gears are subjected to a tumbling 
operation, for a period of about 10 min., to remove 
any small burrs. 


MAKING KEY STEMS 


Key-tops for the firm’s Plus and Sumlock add- 
ing and calculating machines are moulded from 
coloured plastics material, with plastics inserts of 
a contrasting colour, which form the large and 
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small identifying numbers, or other signs. The 
key-top is mounted on one end of a part known 
as a key stem, and a typical key assembly for an 
electric machine is shown at the lower left in 
Fig. 10, with the corresponding key stem at the 
lower right. Key stems of this type are produced 
by a sequence of pressing operations from hard, 
bright mild steel strip, which is 0-060/0-062 in. 
thick. Although these components are produced 


at high output rates, cut strip material is em- 
ployed, in preference to coiled stock, since it has 
not been found possible to obtain material in the 
latter form which is consistently within the 0-002 
in, thickness tolerance required. 

Details of a 4-stage tool for making key stems 
are given in Fig. 11, and it may be noted that it 


has a solid stripper plate. Strip, 2% in. wide, is 
fed from right to left, and is thrust by the spring- 
loaded shoe A against the guide member at the 
opposite side of the tool. The end of the strip 
is positioned initially-by the trigger stop B, and, 
at the first tool stage, a notch is cut in one edge 
by the punch C and its associated die aperture D. 
At the same time, a round-end slot is cut in the 
strip by a punch in the upper tool assembly and 
the die aperture E, and a 0-088-in. diameter hole is 
pierced by a punch and the aperture in the die 
insert ’. The notch, slot and hole are seen shaded 
in stage (1) of the strip layout in Fig. 12, where 
details of the key stem are also given. From the 
strip layout, it will be observed that two pilot holes 
G are pierced at the first stage, and the dies for 
these holes take the form of bush inserts, as indi- 
cated at H, in Fig. 11. 

With these operations completed, the strip is 
advanced through a distance of 0-750 in., after 
the upper tool assembly has been withdrawn, and 
then is located initially by the right-hand edge of 
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Fig. 10. A Key for 
an Electric Calculating 
Machine is Shown at 
the Lower Left, with 
the Associated Key Stem 
at the Right. Above, 
are Seen a Group of Key 
Stems for Manually- 
operated Machines 


the notch produced at the first stage, which 
engages the trigger stop. The strip is finally 
positioned by pilot punches in the upper tool 
assembly, which enter the holes G, Fig. 12, as the 
press ram descends. It will be noted that the die 
assembly of the press tool is of built-up construc- 
tion, in order to facilitate machining and grinding 
the larger die apertures. The edge J, Fig. 11, of 
the right-hand die element, forms part of the right- 
hand die aperture of the second stage. There are 
two apertures and piercing punches at this stage, 
which produce the dog-leg form of the stem and 
the lug at one side, as indicated at (2) in the strip 
layout, Fig. 12. In addition, a V-groove, of 
90 deg. included angle, is staked in the strip, in 
such a position that it will eventually lie in the 
small end of the key stem, where is serves to retain 
the moulded head. This groove is indicated at K 
in the strip layout, and details of its form are 
shown in the perspective view (x), Fig. 12. The 
groove is produced by a chisel-ended staking 
punch in the upper tool assembly, with the strip 
supported on the flat upper face of the die 
assembly. 

It is required to swage the lug produced at the 
side of the pressing, at stage 2, to produce the 
form indicated in the perspective view (y), Fig. 12. 
This operation is carried out on the strip at stage 3, 
the metal being formed between the punch L 
and the anvil M, Fig. 11. The faces of the lug, 
after it has been swaged, must be flat and smooth, 
and the end and one side of the lug must be held 
to close limits, with respect to the side of the stem 
and the datum point at one extremity of the round- 
end slot. To maintain these limits, the lug is 
shaved by the punch and die at the next stage 
(No. 4), which also carry out two cropping opera- 
tions on the work-material, to produce the form 
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of the workpiece at the large and small ends, and 
to sever it from the strip. The die aperture is 
indicated at N in Fig. 11, and the lug is shaved 
by the projection P and the adjoining side face. 

To allow the maximum number of pressings to 
be produced from each strip, a second trigger stop 
R is fitted to the tool. This stop positions the 
strip for the remaining stages, after the end has 
been fed clear of the stop B, final location for 
the last stage being effected by the pilot punch S. 
By means of this tool, key stems are 
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in Fig. 10, is shown in Fig. 13, and was designed 
and made by Technidraft (Hayes), Ltd., 3 David 
Road, Poyle Estate, Colnbrook, Bucks. This tool, 
and similar tools for other stems, are used on a 
Bliss No. 21 B press, equipped with a double roll- 
feed mechanism, and pneumatic balancing arrange- 
ments for the ram, the No. 9 key stems being pro- 
duced at the rate of 63 per min. Strip material 
is again employed, due to the close limits on thick- 
ness, and is 0:062-in. thick by 3-in. wide mild steel. 





produced at a rate of 80 per min. 
Subsequently, the edge-faces at each 
end of the key stems (as indicated by 








the dimensions 0°249/0-247 in. and 
0-466 /0-463 in. in Fig. 12) are shaved 
to ensure a smooth finish. 





COMPOUND TOOL FOR KEY STEMS 


The key stems in the upper row 
P, 











in Fig. 10 are for manually-operated 
Sumlock Figureflow machines, and 
eight different variants of a_ basic 
design are required. At one time, 
it was the company’s practice to pro- 
duce a common blank on a power 
press, and, then, to carry out a series 


of secondary operations whereby the 
blank was modified to the form of 
the particular key stem that was re- 


quired. These operations included 
shaving, piercing a circular hole, 











cropping the forked end, cropping 
the tongue, machining a nick in one 
side, countersinking, and, on certain 
stems, piercing lightening holes. This 
procedure has now been superseded 
by a new method whereby each stem 
is blanked, pierced and staked, using 
a compound tool, the only secondary 
operations that are required being 
shaving, and countersinking. 

The compound tool for producing 
the No. 9 key stem, seen at the right 





Fig. 11. This Miulti-stage Tool is 
Employed for the Production of Key 
Stems for Electric Calculating Machines, 




















For Clarity, One Trigger Stop Assem- 
bly is not Shown in the Upper View 
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Fig. 12. Details of the Key Stem for 
an Electric Calculating Machine are 
Here Shown, with a Diagrammatic 
Layout of the Operation Stages 
Whereby it is Produced 


of which corresponds to that of the 
blanking punches. For ease of machin- 
ing and grinding, the die is made in 
two halves, which are secured to the 
retaining plate L, by screws and 
dowels. Piercing punches H, for the 
elongated holes, are secured to the 
backing plate G, but the punches 
J and K, for the circular holes, are 
headed, and are held against the back- 
ing plate by the retaining plate L. 
All the piercing punches slide in aper- 
tures in the pressure pad F. The 
latter member slides in the aperture 
of the blanking die, and is urged 
downwards by pins, as at M, to which 
thrust is applied by a _ powerful 
spring, through the disc N. A vertical 
rod rests on the top of the disc and 
serves to connect it to the horizontal 
knockout bar of the press, when the 
ram reaches the top of _ its 
stroke. 

When the upper tool assembly 








As may be observed, the blanking punch is of 
built-up construction, to facilitate tool making, 
and is mounted on the base member of a heavy, 
twin-pillar die set. Both the top and bottom mem- 
bers of the die set are made of cast iron, and the 
steel pillars, which are hardened and ground, slide 
in fine-bored holes in the top member. Criss-cross 
grooves are cut in the upper end of each pillar to 
transmit lubricating oil. The punch element A has 
die apertures for the two elongated lightening 
holes, also a hole that is later countersunk, and the 
element B embodies the aperture for the hole in 
which a spring anchor pin is subsequently fitted. 
A circular stripper plate C surrounds the blanking 
punch assembly, and is urged upwards by four 
powerful square-section springs. The staking punch 
D also forms part of the lower tool assembly, and 
passes through a suitable rectangular aperture in the 
stripper plate, when the latter is in the depressed 
position. 

The blanking die is indicated at E in the upper 
tool, and surrounds a pressure pad F, the shape 


is moved downwards, the work- 
material is gripped between the pressure pad F 
and the blanking punch assembly, and is sup- 
ported by the stripper plate C. As movement 
continues, the blanking and piercing punches in 
the upper tool assembly make contact with the 
work-material and force it downwards, depressing 
the stripper plate, and causing the punches to cut 
the external profile and holes of the workpiece. 
The pressure pad F, holds the blanked workpiece 
firmly against the blanking punch, due to the 
pressure exerted by the powerful spring in the 
upper tool, and thus prevents distortion. At the 
same time, the staking punch D produces a group 
of V-section depressions in the strip, in a position 
from which the small tongued end of the following 
component will be cut during the next press cycle. 
This staking punch, it may be of interest to note, 
was originally of a simple chisel form. On account 
of the out-of-balance loading, however, the life 
of punches of this form was relatively short. A 
punch of modified design is now incorporated 
which has a central chisel edge, which is: slightly 
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wider than the width of the tongue on the work- 
piece. There are narrower chisel edges on either 
side, the sloping faces of which are inclined in the 
opposite direction to that of the central edge. The 
side thrust of the two smaller edges balances that 
of the central edge, so that no transverse strain is 
imposed on the punch, and its life has been con- 
siderably extended. The two smaller 
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push-button stations at the front of the press. There 
are two stations, and at each there are two buttons, 
one for continuous running and the other for single- 
stroke operation. Corresponding buttons at both 


stations must be depressed before the press can 
operate, to ensure that the worker tending the 
press has both hands clear of the working zone. 





indentations are produced in waste 
areas of the strip. 

If the workpiece should stick in the 
upper tool during the return stroke of 
the press, it is ejected by the action 
of the knock-out bar on the disc N 
and the pressure pad F. Workpieces 
and slugs from the piercing operations 
are blown clear of the tool by an air 
blast, and the press is inclined to faci- 
litate the discharge of both work and 
slugs. The jets for the compressed air 
can clearly be seen in Fig. 14, which 
is a general view of the tool area of 
the Bliss press. The strip passes from 











right to left, as viewed in Fig. 14, 
and is guided by angle-section mem- 
bers, which are mounted on supports 
at either side of the tool. These mem- 
bers are adjustable crosswise, to cater 
for strips of different widths. Two 
sets of guides are provided to allow 
the last few inches of each length of 
strip to be used. 

Since the press tool required many 
hours of toolmaking and, therefore, 
is expensive, special precautions have 
been taken to prevent the formation 
of half-blanks, which might enter the 
tool apertures, and cause jamming and 
damage. The support for the guides 
at the right-hand side of the tool 












































incorporates a hinged platen P, which 
is lightly spring-loaded upwards. 
Beneath this platen there is a micro- 
switch which is connected to the 


Fig. 13. This Compound Tool is Em- 
ployed to Produce Key Stems for 
Sumlock Figureflow Machines at an 
Output Rate of 63 per min. Since 
Close Tolerances are Specified for 
Thickness, Strip Material is Used 
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When a length of strip is fed into the press tool, 
it depresses the platen P so that the associated 
limit switch is closed. Then, once the appropriate 
push buttons have been depressed, the press runs 
continuously until the end of the strip moves clear 
of the platen P, and the micro-switch is released. 
The length of strip extending to the right of the 
tool at this stage is sufficient for the production of 
some six or seven blanks, and these are produced 
with the press running under single-stroke opera- 
tion, under the control of the operator. 


FLATNESS-CHECKING GAUGE 


Key stems must slide freely, but without exces- 
sive play, in the slots in the frame plates, the 
piercing of which was discussed earlier in this 
article. 
specified on the thickness of the material, and the 
flatness of the components, after they have been 
produced by the pressing operations described, 
must be held within 0-002 in. A flatness check 
is carried out with the aid of the gauge shown in 
Fig. 15. This gauge consists of a heavy plate, 
whereon are mounted two blocks. The inner end 
of each block is machined to form three anvils, and 
the faces of these anvils are ground flat, in the 
same plane, after the block has been hardened. 
By virtue of their elongated fixing holes, the blocks 
can be adjusted relative to each other, and they 
are set parallel, and are separated by a gap which 
exceeds the thickness of the key stem by 0-002 in. 


It is for this reason that close limits are 
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Fig. 14. Close-up View 
of the Compound Tool, 
Fig. 13, Set up ona Bliss 
No. 21 B Press, Equipped 
with a Double Roll-feed 
Mechanism, and Pneu- 
matic Counterbalance 
for the Ram 


Each key stem _ is 
checked by _ inserting 
one end into the gap, at 
the upper end of the 
gauge, and allowing it to 
fall downwards between 
the anvils. If the 
straightness of the stem 
is within the prescribed 
limits, it passes between 
the three pairs of anvils. 
Should it be bent, how- 
ever, it is trapped in the 
gauge, as shown, and is removed, straightened by 
planishing in an adjacent press, and re-checked. 


PRE-HEATING OVEN FOR PLASTICS MATERIALS 


Many of the components for the company’s pro- 
ducts are made by blanking and piercing operations 


Fig. 15. This Gauge is Used for Checking the 

Flatness of Key Stems, which must Fall, Under 

the Influence of Gravity, between the Anvils on 
the Two Blocks 
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Fig. 16. To Prevent Fracture during 

Blanking, and to Reduce Tool Loads, 

Plastics Materials are Pre-heated in 

this Infra-red Oven Built by the 

Company, Before Pressing Operations 
are Performed 


from plastics strip, the materials that 
are worked including Bakelite, Per- 
spex, and other plastics of the thermo- 
setting and thermo-plastic types. In 
order to prevent fracture of these 
materials when they are blanked, and 
to reduce the working loads on the 
presses and tools, the plastics strips 
are pre-heated, before they are fed 
into the tools, by means of the port- 
able oven shown in Fig. 16, which has 
been built by the company. 

The equipment has a wooden 
trolley base, with a sheet-steel top, 
above which a Metropolitan-Vickers infra-red 
heating unit is supported on a tubular framework. 
Shrouds are fitted at each side of the equipment 
to reduce heat losses by convection from the work- 
material, and the heating elements are arranged 
in two parallel rows of three, to facilitate control. 
Each element is controlled by a Simmerstat unit 
in the control cabinet A, so that, if necessary, the 
outer elements can be set to provide a slightly 
higher temperature, in order to offset cooling sowd 
due to the open ends. A pilot light, above the two 
rows of Simmerstat control knobs, indicates when 
the oven is connected to the power supply and the 
total load of the oven is 1-5 kW. 

In Fig. 16, the oven is seen alongside a Wells 
3-ton press, set up for producing simple blanks 
from phenolic sheet. The strips of work-material 
can be inserted at either wal of the oven, and 
rest on the sheet-steel top of the trolley. The 
setting of the Simmerstat controls, and the length 
of time that the strip remains within the oven, are 
determined by trials, and depend upon the type 
of material that is being worked, also its thickness. 
For example, :‘-in. thick Bakelite sheet requires 
the shortest heating period, namely 1% min., 
whereas Nylon requires heating for a much longer 
time. When X-in. thick Nylon (the maximum thick- 
ness employed) is being worked, the strips are 
held in the oven for 20 to 25 min. The press 
operators use gloves for handling the hottest 
materials, and heating elements are incorporated 
in the bottom assemblies of the press tools used 
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for particularly difficult jobs. As a further example 
of the use of this oven, it may be mentioned 
that it is used for heating %-in. thick Bakelite strip 
before it is pierced and blanked on a Bentley 80-ton 
press. The blank measures 6 by 4 in. and has 
a total of 30 pierced holes. 


CROSLAND PRESS TOOLS 


Certain of the sheet-metal components made by 
the company are required in relatively small quanti- 
ties, and for these parts Crosland press tools are 
employed, since those of the conventional type 


would not be economical. These tools are made 
by William Crosland, Ltd., Bredbury, near Stock- 
port, Cheshire, and were described in detail in an 
article in Macuinery, 83/347—21/8/53. It 
suffices here to note that the cutting members of 
the tools are formed from steel strip, which is 
mounted in a Hy-du-lignum supporting member. 
The strip is usually of 16 s.w.g., or heavier, and is 
as wide as the support is thick. Circular rubber 
buffers are fitted all round the punch, and within 
the die aperture, and serve to support and grip the 
work-material initially, and to strip and eject the 
blank and waste. 

A representative group of workpieces and tools 
is shown in Fig. 17, and the construction of the 
tools may readily be observed. The pressing indi- 
cated at A is made from 16 s.w.g. mild steel, and 
measures 3% in. long by 1% in. wide, the total length 
of shear being 8 in. Seen above and below the 
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pressing, the Crosland tool is used on a 45-ton 
press. The part B is made from 0-036 in. thick 


(20 s.w.g.) spring steel (En. 42A), and tool members 


for producing it are seen at the right and left. This 
pressing measures 3 by 1% in., and has a total shear 
length of 7% in., the ‘tool being used on a 30-ton 
press. A larger pressing i in 16 s.w.g. mild steel is 
seen at C, and measures 7 by 3 in., the total shear 
length, in ‘this example, being 24 in. The Crosland 
tool for making this piece is used on an 80-ton 
press. The cost of the tools shown ranges from 
£25 to £30, and pressings are produced generally 
in batches of 200. Each tool had been used to 
make about 4,000 pressings at the time that this 
article was prepared. 

Crosland tools are used by the company for a 
variety of materials, and, to date, the most difficult 
job that has been attempted—and performed satis- 
factorily—was the production of the blank seen at 
D, which is made from 16 s.w.g. (0-064 in. thick), 
austenitic stainless steel (En. 58B). 

The use of these tools is not confined to small 
pressings, and a blank measuring 28 in. long by 
13 in. wide is shown in Fig. 18, with one of the 
two Crosland tools employed for its production. 
It may be noted that the lower tool is shown in 
the vertical position. The end of the workpiece 
nearest to the camera is blanked out first, from a 
sheet of 16 s.w.g. mild steel, and a punch and die 
are incorporated in this tool to produce a round 
hole, for location of the semi-finished blank in the 
second tool. This location hole is positioned in 


Fig. 17. For Sheet- 
metal Components that 
are Required in Small 
Quantities, the Bell 
Punch Company Makes 
Use of Crosland Press 
Tools, Representative 
Examples of which are 
Here Shown 


an area of the material 
which is waste, and it 
is engaged with the peg 
E, Fig. 18. The work- 
piece is then aligned by 
two pegs on the out- 
rigger support F. 
The tools are used on 
a 130-ton press and the 
total length of shear on 
the completed workpiece 
is 86 in. About 400 workpieces have ae 
produced with the tools so far, in batches of 150 to 
200 pieces, and the cost of each tool was approxi- 
mately £75. 
Other examples of the interesting production 
methods and tool- 
ing that have been 
developed by the 
Bell Punch Com- 
pany, Ltd., will be 
described in 
further articles in 
this series, which 
will be published 
shortly in 
MACHINERY. 


Fig. 18. A Large 
Blank in 16 s.w.g. 
Mild Steel is Made 
in Two Stages by 
means of Crosland 
Tools. The Tool 
for the Second 
Stage is Here 
Shown, with a 
Workpiece 
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Some Standard and Special Machine Tools Built 
in the TOS-Kurim Factory, Czechoslovakia 


Following the establishment of a_ planned 
economy in Czechoslovakia, the machine tool 
industry of the country was the subject of pro- 
gressive rationalization with the object of avoiding 
duplication of effort in the design and building of 
particular types of machines. As a result of this 
policy, work in connection with the development 
and construction of special-purpose and unit-head 
machine tools is now concentrated at the TOS- 
Kurim works, in the district of Kurim, near the 
town of Brno, in Moravia. This factory, it is 
stated, is the largest and most up-to-date unit in 
the Czechoslovak machine tool mdustry, and other 
products include knee-type and plano milling 
machines, and horizontal boring machines. 

The TOS-Kurim works are built on the extensive 
site of the original Zbrojovka machine-tool and 
armament factory, where, it may be noted, the 
well-known Bren gun originated. These works, 
tully-equipped and actively exploited during the 
German occupation, were extensively damaged by 
bombing towards the end of the war, and after 
the cessation of hostilities, the present new and 
much larger factory was 
built. 

Some 3,000 people 
are now employed here, 
and, in accordance with 
the practice prevailing 
in other Czech _ in- 
dustries, two-shift work- 
ing is in operation, to 
ensure efficient utiliza- 
tion of the available 
plant. The shift hours 
are from 6 a.m. to 2 p.m., 
and 2 p.m. to 10 p.m., 
with a break during each 
shift of only 15 min. 
Facilities are available in 
the factory canteens for 
obtaining meals at the 
end of the _ working 
period, and only one 
shift, from 6 a.m. to 
11-45 a.m., is worked on 
Saturdays. 

At the present time, 
basic research concern- 


Fig. 1. 


ing machine-tool design and metal cutting tools is 
being carried out by two establishments in Prague, 
and another in Brno, the latter being mainly con- 
cerned with metal forming, forging, and press-work. 
A policy of decentralization is, however, now being 
carried out progressively in Czechoslovak ——r 
generally, and a new administration and researc 
block is being built at TOS-Kurim which will 
enable the factory to be self-supporting to a large 
degree. 

In addition to well-equipped light and heavy 
machine shops and assembly bays, there is a large, 
modern mechanized foundry which is capable of 
supplying all the high-quality machine tool castings 
required by TOS-Kurim, and can also meet cer- 
tain other outside requirements. The greater part 
of the foundry equipment was built in Czecho- 
slovakia, but it may be noted that in the floor- 
moulding section for heavy castings there is a large 
American-built sand slinger, installed some 10 years 
ago, which is mounted on rails so that it can be 
power traversed from one mould to the next. 

A general view of this machine is given in Fig. 1, 


A Large American-built Sand Slinger in Operation at the TOS-Kurim 


Machine Tool Works 
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Fig. 2. View of the Cupola Bay in the TOS-Kurim Foundry 


and the operator has complete control of the 
unit from a seat on the slinger head, at the end 
of the articulated arm. The sand supply, taken 
from the main conditioning plant, is contained 
in a detachable hopper. A smaller sand slinger 
is installed for operation in conjunction with a 
roller conveyor system carrying medium-size mould- 
ing boxes, and there is also a machine moulding 
section with roller conveyor system and overhead 
ladle runways, for producing the smaller castings. 

As may be seen from Fig. 2, supplies of metal 
are taken from tilting holding ladles, which are fed 
by two cupolas of large capacity. A hydro-blast 
installation is provided adjacent to the knock-out 
station for cleaning the castings before they are 
fettled and shot blasted. The employment of 
women as crane drivers, and in the core-making 
section, may be noted. 


MACHINE SHOP EQUIPMENT 


In the heavy machine shop, an appreciable pro- 
portion of the machine tools in use is of German 
origin, for example Billeter double-housing planers 
he slideway grinders, a Waldrich-Cobourg open- 


side hydraulic planer, Collet & Engelhard horizon- 
tal borers, and Kollmann plano-milling machines. 
Czech-built machines include a 5-in. spindle hori- 


zontal borer supplied by TOS-Varnsdorf, a 
6-ft. 6-in. by 6-ft. 6-in. by 33-ft. planer, and 
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double-column 
milling machines. 

Czech planers are 
built at the TOS- 
Holoubkov works, and 
the 33-ft. machine men- 
tioned is a type HD20a, 
which can be supplied 
with planing lengths up 
to 40 ft. Steplessly- 
variable table speeds, up 
to 263 ft. per min., if 
required, are provided 
by Ward-Leonard con- 
trol of the motor, the 
final drive being taken 
through a helical pinion 
and rack, and tungsten 
carbide: tools can be 
used to full advantage. 
Steplessly-variable feeds, 
obtained hydraulically, 
are available for the 
cross-rail and side tool- 
heads, and the _ tool- 
boxes are arranged for 
hydraulic relief. Other 
features include automatic hydraulic clamping for 
the cross rail on the columns, and _plastics-lined 
slideways for the table. 

Up-to-date machine tools of all the types 
normally to be expected are also installed in the 
light machine shop. Many of them are of Czech 
make, while others are of German origin, including 
some from East Germany, which have recently 
been installed. The use of high-frequency induc- 
tion heating equipment, Pr tts in Czecho- 
slovakia, may be noted, for hardening shafts, 
spindle and gears. There is also a unit specially 
designed for hardening the long boring spindles 
for the type HD80, 3%-in. spindle horizontal borers 
made by TOS-Kurim. In this application, the 
bar, suspended from a hook, is traversed ver- 
tically by means of a small motor in conjunction 
with a balance weight, cable, and pulley. 

A batch of type HD80 horizontal borers, near- 
ing completion in the assembly bay, is shown in 
Fig. 3. This machine, of a now well-established 
design, has 18 spindle speeds from 5:6 to as high 
as 1,000 r.p.m., which can be pre-selected, the 
change then being made electrically when a push 
button is pressed. A wide range of feeds, and 
rapid traverse, are available in all directions, and 
the motions can be tripped automatically by means 
of adjustable stops. Provision is made for thread 
cutting, and precision length bars and dial gauges 
can be employed for making accurate transverse 


plano- 
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and vertical settings. 

Plano-milling machines 
made by TOS-Kurim 
include the FP range, 
several of which are 
seen, under construction, 
in Fig. 4. This machine 
is available with table 
sizes of 35 by 118 in. 
and 50 by 140 in., and 
steplessly-variable _ table 
feeds from 1 to 30 in. 
per min. are obtained 
by Ward-Leonard motor 
control. Final drive to 
the table is transmitted 
by worm. and_é rack. 
Rapid traverse is obtain- 
able in all directions, 
and the cross rail is 
automatically clamped 
to the columns when a 


setting has been made. Fig. 4. Type FP Plano-milling Machines Under Construction at TOS-Kurim 


Two swivelling spindle 

heads, of unit construc- 

tion, are normally provided on the cross rail, and 
a horizontal head on each upright. The drive to 
each head is taken through a gearbox from a 
2-speed flange-mounted motor of 12/17 h.p., and 
the 19 spindle speeds range from 11 to 710, or 
14 to 900 r.p.m. 


HEAVY-DUTY MILLING MACHINES WITH HYDRAULIC 
MOTOR AND SCREW FEED 


A recent development of interest in connection 

with knee-type milling machines is the introduc- 

tion of the heavy-duty type FB50, with a 79- by 
19%-in. table, which is to 
be made in vertical, also 
plain and universal hori- 
zontal, forms. The ver- 
tical machine, known as 
type FB50V, is shown in 
Fig. 5. A main driving 
motor of 40 h.p., and a 
range of 18 spindle 
speeds from 28 to 1,400 
r.p.m., enable tungsten 
carbide cutters to be 
employed effectively for 
machining a wide variety 
of materials, with auto- 
matic table cycles if re- 
quired. 

Drive to the spindle 1s 
by belt to ensure smooth 
transmission, and __ tor- 
sional vibration is 














damped by means of a 








heavy flywheel, which, 
together with a multiple- 


Fig. 3. A Batch of Type HD80 Horizontal Borers in the Assembly disc clutch, is mounted 


Bay at TOS-Kurim 


between the centre and 
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Fig. 5. The Recently-introduced FB50V Heavy- 
duty Vertical Milling Machine, with Hydraulic 
Motors and Lead Screws for the Feed Drives 


rear spindle bearings. At the front, the spindle 
runs in a high-precision, double-row, roller bearing, 
and at the centre and 
rear, in taper roller bear- 
ings which take the 
thrust. All the shafts in 
the gearbox are mounted 
in roller bearings. 
Spindle speed changing 
is remotely controlled 
from the pendant panel, 
and the changes are 
effected by means of 
a hydraulic servo-motor 
system supplied from a 
ee pump unit. 
Rapid traverse and 
steplessly-variable feed 
rates from 0-47 to 47 in. 
per min. are provided 
for the table in all direc- 
tions, by means of 
hydraulic motors and 
lead screws, the feed re- 
= being selected on 


the pendant panel. Pres- 
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sure oil for the hydraulic motors is supplied by a 
7%-h.p. hydraulic pump unit housed in the knee. 
Large- -diameter graduated dials on the front of the 
knee provide for accurate settings in the longi- 
tudinal, transverse, and vertical direction, and 
hydraulic clamps are provided for the knee and 
saddle. These clamps can be released by hand, if 
required, and are automatically engaged and dis- 
engaged when power adjustments are being made. 
As may be seen in the illustration, there are two 
substantial pillars for steadying the knee at the 
front. 

A backlash eliminator is incorporated in the 
table drive, which is controlled by a handwheel 
on the knee, so that either conventional or climb- 
milling can be performed in either direction of 
table traverse. Another feature is a hydraulically- 
operated rise and fall movement of 0-020 in. for 
the knee, to prevent drag of the cutter over the 
work during rapid return of the table. This 
movement can be obtained from the control panel, 
or automatically during the table cycle, by means 
of trip dogs. 

The type FA5 vertical, and plain and universal 
horizontal, milling machines are also built by 
TOS-Kurim, and a number are seen in the view of 
the assembly bay in Fig. 6. These machines have 
already been demonstrated in this country by the 
agents, the Selson Machine Tool Co., Ltd., at the 
1956 International Machine Tool Exhibition, The 
table has a working surface of 78% by 16% in., and 
the drive is provided by a motor of 15 h.p., or, 
if required, 20 h.p. There are 20 spindle speeds, 


Fig. 6. Type FAS Knee-type Milling Machines Built by TOS-Kurim 
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Fig. 7. Typical Bicycle Crank Machined at Each 
End on a TOS-Kurim Unit-head Machine 


from 18 to 1,400 r.p.m., and the changes are made 
by a single lever in conjunction with a separate 
jogging motor with push-button control. As an 
alternative, automatic speed changing by means 
ef a push-button controlled motor can be provided. 
An easily-read speed calculator is incorporated, 


which enables the operator readily to select the’ 


correct cutting conditions for the work in hand. 
Rapid traverse and power feeds in all directions 
are available for the table, the feed rate being 
selected by a single lever. Feed changing is 
facilitated by a jog button. Equipment available 
includes attachments for slotting, gear hobbing, 
and circular milling. 


SPECIAL-PURPOSE UNIT HEAD MACHINE TOOLS 


The design and construction of special-purpose 
machines incorporating unit heads is an important 
function of TOS-Kurim, and in this field develop- 
ment work is being actively pursued. An appreci- 
able number of machines, covering a wide variety 
of products, has been built during the past few 
years for installation in Czech factories, also for 
customers abroad. Czech machine tool exports, it 
may be noted, now represent between 60 and 70 
per cent of the country’s total machine tool pro- 
duction, and the proportion exported from TOS- 
Kurim is nearly 80 per cent, West Germany is an 
important customer. 

Unit heads suitable for drilling, reaming, boring 
and milling operations are made in a range of 
sizes, fitted with main driving motors from 1% to 
16 h.p. With the smaller types of units, the auto- 
matic feed and rapid traverse cycles for the spindle 
quills are obtained by means of cams, in con- 
junction with change gears which determine the 
cycle times. The larger units are mounted on 
slide bases, and the feed and rapid traverse motions 
are effected by lead screws coupled to motor- 
driven gearboxes, also of unit construction. 

A range of units for light, medium and heavy 
duty, with spindle driving motors from 1% to 
15 h.p., is also made, with hydraulic feed by means 
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of pistons and cylinders, and unit heads with 
lead-screw and hydraulic motor drives are also 
being developed. These hydraulic-feed heads can 
be equipped to perform step-by-step deep hole 
drilling operations. 

For tapping, a head can be adapted by removing 
the feed cam and mounting an attachment carry- 
ing a lead nut on the front face of the head casting. 
This nut is engaged by a lead-screw sleeve on the 
spindle, to provide pitch control. A tapping head 
ot %-in, capacity, with built-in lead-screw and nut 
at the rear, is also made. In addition, fine boring 
machines of unit construction are included in the 
range. Some of the machines that have been built 
incorporating these unit heads, present features of 
interest, and will now be described. 


EXAMPLES OF CZECH UNIT HEAD MACHINES 


For boring and chamfering the centre hole, and 
drilling a series of bolt holes on a pitch circle, 
in pressed-steel wheel discs for motor cars and 
lorries, a horizontal duplex machine has been built 
which will handle 10 different types and sizes. 
Unit heads, of the lead-screw type, are equipped 
with universal-joint adjustable spindles. The latter 
carry combined drilling and facing tools which are 
guided in bush plates and produce spherical seats 
at each side of the wheel disc. The work is 
centred and clamped in the fixture by hydraulic 
means, and an output of 10 to 15 parts per hour 
can be obtained, depending upon the size of the 
disc. 

A 3-way machine, equipped with a vertical 
head, and right- and left-hand horizontal heads, of 
the screw-feed type, has been constructed for drill- 
ing four holes in each flange, and four holes in the 
gland faces of valve bodies of various sizes, from 
% to 2 in. nominal bore diameter. Four universal- 
joint spindles are mounted on each head, and the 
workpiece is located by the flange peripheries in 
V-blocks on the fixture, and clamped against a 
fixed plate by raising the fixture by hand. An out- 
put of 600 valve bodies per shift can be obtained 
from this machine. 

Bicycle cranks are machined at each end, at 
the rate of 110 per hour, on an indexing table 
machine equipped with four vertical heads and 
two horizontal heads. As shown in Fig. 7, the 
operations performed comprise drilling, chamfer- 
ing, and tapping the hole at the pedal end; drill- 
ing, counterboring, and reaming the axle hole at 
the other end, turning and facing the spigot; and 
drilling the cross hole for the cotter pin. The 
workpieces are loaded into the fixtures, two at a 
time, and are clamped by hand. This machine is 
designed to handle two different sizes of cranks. 
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Fig. 8 is a close-up view of the 
spindle heads and work stations on a 
Suton horizontal machine designed 
for drilling 48 holes of 4-5 mm. (0°177 
in.) diameter in a plate component of 
53 mm. (2-087 in.) diameter by 6 mm. 
(0-236 in.) thick. The right- and left- 
hand unit heads employed are of the 
cam-feed type, and on the quill of 
each is mounted a 24-spindle head, 
with the spindles arranged in three 
groups of eight. Because of the close 
centres of the spindles, a gearless 
drive has been adopted for each 
group, with lubrication by oil mist. 
The drills are guided by spring- 
loaded bush plates sliding on round 
bars, and guide bars are provided to 
support the fairly heavy, overhung 
spindle heads. Each group of eight 
spindles is associated with a fixture 
station on a trunnion-mounted index- 
ing carrier, and at a fourth station, 
the workpieces are loaded and un- 
loaded, two at a time. Sixteen holes 
are drilled completely through the two 
plates at each of the three working station of 
the machine. 

The work is held in screw-operated V-jaws, and 
the carrier is indexed by hand. A safety switch 
ensures that the machine cycle cannot start unless 
the carrier is properly located. At 85 per cent 
machine utilization, 100 plates can be drilled 
per hour. 


Close-up View of the Spindle Heads and Work Stations of a Machine 
Designed to Drill 48 Holes in a Plate Component 


MACHINERY 


Fig. 9. 


VOLUME 93 


Unit-head Machine for Boring and Facing Mining 
Truck Wheels 


BORING AND FACING MINING TRUCK WHEELS 


Fig. 9 shows a horizontal machine fitted with 
unit heads which has been built for boring and 
facing cast steel flanged wheels, of 16 in. outside 
diameter, required in appreciable quantities for 
mining trucks. The castings are held in hand- 
operated self-centring fixtures, on a 4-station drum, 
which is indexed by 
hand, and _ is provided 
with four location bushes 
for engagement by a 
hand-operated plunger 
at A. 

Referring to the close- 
up view, Fig. 10, the 
casting, as received from 
the foundry, is loaded at 
position B, and is centred 
by three sliding jaws, 
as at C, and _ held 
against seating faces by 
three dog clamps D, 
applied to the flange 
face. 

The fixture drum is 
indexed in an anti-clock- 
wise direction as viewed 
in Fig. 8, and the first 
operation, comprising 
rough boring the cored 
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hole to 104 mm. (4-095 in.) diameter, and rough 
machining the face of the centre boss on the side 
opposite to the wheel flange, is performed by the 
rear spindle head E, Fig. 11. At the next station, F 
in Fig. 10, the hole is semi-finish bored to 109-5 
mm. (4°31 in.) diameter and the other face of the 
boss is rough machined by the head G, at the front. 
Finally, at station H, the hole is finish bored to 
110 mm. (4-331 in.) diameter, and the front and 
rear faces of the boss are finished machined, to 
give a width of 78 mm. (3-071 in.), by means of 
a tool bar in the spindle head J, Fig. 9, which is 
fitted with out-feeding facing tools. A tolerance of 
0:0016 in. is specified for the bore diameter, and 
the tool bar is provided with a pilot extension 
which enters a ball-bearing mounted steady bush in 
the bracket K. 

As may be seen in Fig. 10, a safety switch is pro- 
vided at L, which engages a 4-lobe plate cam M 
on the spindle of the work drum, to ensure that 
the cutting cycle cannot be started unless the drum 
has been properly indexed. A boring speed of 
230 ft. per min. is employed for roughing, and 
360 ft. per min. for finishing, and the floor-to- 
floor time for the operation is 9 min. The three 
unit heads are of the screw-feed type, fitted with 
independent traverse motors, and the cycle of 


Fig. 10. Close-up View of the Fixture Drum -of 
the Machine Shown in Fig. 9 
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Fig. 11. Rear View of the Unit-head Machine for 
Boring and Facing Mining Truck Wheels 


rapid approach, feed, and quick return is controlled 
by adjustable dogs. Driving motors totalling 
30 h.p. are employed, and the machine weighs 
6% tons. 


BORING AND FACING OPERATIONS ON BICYCLE FRAMES 


Another example of a special-purpose machine 


incorporating unit heads is shown in Fig. 12. This 
machine has five heads, mounted horizontally, for 
carrying out operations on a bicycle frame Refer- 
ring to the close-up view, Fig. 13, the operations 
performed comprise: (1) facing and counterboring, 
to 35 mm. (1-378 in.) diameter, each end of the 
hole at A for the bracket axle bearings, with front 
and rear spindle heads fitted with step-ground end 
mill-type cutters; (2) reaming the hole at B, to 
21:1 mm. (0-87 in.) diameter for the saddle pillar, 
with a reamer guided in a bush, and (3) facing 
and counterboring each end of the frame tube, as 
at C, to 30-6 mm. (1:205 in.) for the fork stem 
bearings, with a step-ground cutter. The floor- 
to-floor time for these operations is approximately 
2 min., and the tolerance for the bore diameters 
is 0-004 in. 

The frame is located in V-seatings adjacent to 
the points A, B and C, and the clamps are applied 
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by means of air cylinders. To enable the cutters 
for the fork stem holes to be accurately aligned 
with the work, to ensure uniform metal removal 
from the tube bore, the cutter spindles run in 
bearing housings, as at D, which, together with 
the location block and clamp assembly, are carried 
on a vertically-movable base plate E, and the drive 
to the spindles is transmitted through universal- 
joint shafts F. A chute is provided, at G, to direct 
the coolant and swarf from the upper working 
station into the machine tray. 

It may also be noted that unit heads have been 
incorporated in a 4-way horizontal machine for 
performing a comprehensive series of operations 
on a mowing machine component, and in an index- 
ing-table, machine, designed to perform turning, 
boring, spot-facing, chamfering and tapping opera- 
tions on five sizes of cast iron bodies for pneumatic 
door closing units. For the motor car industry, 
machines have been constructed for drilling and 
reaming valve guide holes in engine crankcases, 
for the step-by-step drilling of lubrication holes 
in crankshafts, and for drilling brake shoes and a 
variety of other components. 

End-shields for small electric motors are com- 
pletely machined at the rate of 500 per shift on 
a 6-station indexing-table machine, designed to 





handle two types and three sizes, other machines Fig. 13. Close-up View of the Machine Shown 
have been supplied for operations on various type- in Fig. 12. The Cutter Spindles in the Housings D 
writer and sewing machine components, for milling are Driven Through Universal-jointed Shafts 


turbine blades, and for drilling large 
pipe flanges. Multi-spindle heads with 
more than 60 spindles have been 
made. 


IN-LINE TRANSFER MACHINE FOR CAST-IRON 
BEARING HOUSINGS 


In addition to the variety of unit- 
head, special-purpose machine tools 
to which attention has been drawn, 
in-line transfer machines are now 
being built by TOS-Kurim, and the 
example shown in Fig. 14 has recently 
been completed to the order of a well- 
known company abroad, engaged in 
the manufacture of ball and _ roller 
bearings. This machine, which incor- 
porates very up-to-date features, is 
designed to perform boring, facing, 
drilling and tapping operations on 
cast-iron bearing housings for rail- 
way axle bores. 


; < ; ! , : These housings are of a cup shape, 
Fig. 12. Unit-head Machine for Performing Boring and Facing approximately 10 in. diameter by 


Operations on Bicycle Frames 11 in. long, and there is a large- 
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diameter taper-threaded hole in the closed end. 
Four bosses on the periphery at the front end are 
drilled and tapped to receive fixing studs for an 
end mounting, and there is a side boss, in which is 
machined a stepped, blind bore for a spigot, at 
right-angles to the main axis of the casting. The 
general torm of the stepped bore which accom- 
modates the anti-friction bearings is shown in the 
sketch, Fig. 15. 

There are seven working stations, and loading 
and unloading stations, and the castings are 
clamped to platen-type fixtures which are returned 
empty to the starting end of the machine along 
an overhead runway, as seen at A, Fig. 14. The 
platens are traversed along this runway by means 
of dogs on a chain, and when a platen reaches 
the left-hand end, it is advanced on to a rising 
and falling table which is seen in the lowered 
position at B, level with the main bedways ol 
the machine. Movement of the table up and down 
guideways on the outer face of the column C is 
effected by means of a screw, driven by a motor 
through reduction gears. A similar table arrange- 
ment is provided at the unloading end of the 
machine for lifting the empty platen to the level 
of the overhead conveyor. 

The casting is located against front stop faces on 
the fixture, and is clamped from the rear by a 
2-point balanced clamp applied to the radiused 
After the workpiece has been loaded, 
the hexagon nut of the clamp is tightened auto- 
matically, when a push button is pressed, by 
motor-driven nut left- 


end face. 


means of a runner in a 





Fig. 14. 
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In-line Transfer Machine Built by TOS-Kurim for Handling 
Cast-iron Axlebox Bearing Housings the 
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Fig. 15. Diagram Indicating the General Form 
of the Bore in the Bearing Housings 


head, which is advanced hydraulically to 
the work, along guideways located between the 
side members of the column C. A similar power- 
driven nut runner is provided at the opposite end 
of the machine, which comes into operation auto- 
matically to release the finished workpiece. The 
latter is then automatically from the 
platen by hydraulically-operated 
unloader at D, comprising a pillar with a swivel- 
ling radial arm. At the outer end of the arm there 
is a vertical hydraulic cylinder, the piston rod of 
which is provided with 
a pivoted lifting finger. 
This finger engages the 
taper threaded hole in 
the casting, and after the 
latter has been lifted out 
of the fixture, the radial 
arm swings round and 
the casting is deposited 
on an outgoing con- 
veyor. Only one opera- 
tor, at the loading end, 
is thus required to tend 
the machine. 

It may be noted that 
the platens and spindle 
heads are inclined at an 
angle of 20 deg., to 
facilitate the clearance 
of swarf from the open 
end of the cup-shaped 
casting. Sheet metal 
cowls are provided on 
bed at the front 

MM 


hand 


removed 
means of a 
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position where boring operations are performed, 
and the swarf falls down chutes to a worm and 
trough type conveyor which carries it to the unload- 
ing end of the machine, where it is delivered into 
a bin, Ample time is available during the machine 
cycle of 3% min. for the operator to remove any 
swarf from the fixtures by hand, before loading the 
castings, and no automatic cleaning station has 
therefore been provided. 

The platens are indexed from one station to the 
next, and clamped to the bed, by hydraulic means, 
and the unit heads for carrying out the various 
machining operations are also traversed hydrauli- 
cally. On this machine, it may be noted, the bore 
diameters in the casting which accommodate the 
anti-friction bearings are only semi-finished, to a 
tolerance of 0-004 in. Subsequently, the castings 
are allowed to cool for about two hours to ensure 
accuracy at the finish-boring operation, which is 
carried out separately, on a special-purpose fine 
borer. 

Out-feeding tool-heads produce the steps in the 
bore, and the taper aecod in the end of the cast- 


Automatic Drilling 


The equipment shown in the figure has recently 
been built by W. J. Meddings, Ltd., 16 Berkeley 
Street, London, W.1, for drilling oil holes in blanks 
for cluster gears, on a fully-automatic cycle. 


Pacera Automatic Machine for Drilling Holes 
in Gears 
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ing is cut with a single receding chaser. The 
four holes in the bosses are tapped under lead- 
screw control, and provision is made for adjust- 
ing the centres of both drilling and tapping 
spindles so that the machine can be tooled up for 
other types of axle-box housings. The semi-finish 
boring operations are performed with piloted tool- 
bars, which pass through the tapered end hole 
and enter ball-bearing mounted guide bushes in 
support brackets, as at E, on the bed. Oil mist 
lubrication is provided for the spindle bearings in 
the unit heads, and other refinements include built- 
in lighting units beneath the top beam which 
carries the platen return conveyor, to facilitate 
machine adjustment, and the provision of special 
gauging fixtures for pre-setting the tools in their 
holders before the latter are mounted on the 
spindles, in order to reduce the time required for 
tool changes. 

Reference will be made in later issues of 
Macuinery to Czech-built equipment employed 
in the production of Lada sewing machines, and 
for the manufacture of Skoda motor cars. 


Machine for Gears 


This equipment is intended to be installed 
between an automatic lathe and a grinder in the 
production line, and functions without the need 
for an operator. When turning has been com- 
pleted on the lathe, the blanks are loaded, one at 
a time, on to the left-hand end of the inclined 
chute, down which they roll by gravity. | While 
drilling is being carried out on one component, 
other blanks in the chute are held by a series of 
stops which are operated by electrically-controlled 
air cylinders. These stops allow only one blank 
at a time to be passed, as required, to a position 
beneath the drilling spindle. The blank is then 
raised to the drilling position and held by a pair 
of centres, which are operated by separate air 
cylinders. Drilling of the cross hole, which 
extends into a central bore in the workpiece, is 
then performed by a Pacera spindle head fitted 
with a Pacera-Maxam air-hydraulic feed unit. 
Upon completion of the operation, the centres are 
automatically withdrawn, and the component is 
lowered, and then passed towards the right-hand 
end of the chute in readiness for transfer to the 
grinder. 

The cycle time for drilling the oil hole is set to 
correspond with that for the turning and grinding 
operations. Normally, the air cylinders and 
associated micro-switches and cams are enclosed 


by a guard. 





by Flow Turning 
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Savings in Material — 
and Production Costs | 
| 


By J. GENIS* and W. MALLINDINE* 


Flow turning, or “rotary extrusion” as the 
process is termed by the Aircraft Engine Division of 
Ford Motor Co., U.S.A., enables hollow parts of 
circular cross-section, with straight sides, to be pro- 
duced from blanks, drawn cups, welded cylinders, 
forgings, or castings. Also, when the machine is 
equipped with a  contour-tracing attachment, 
curved longitudinal profiles and multiple diameter 
forms be produced. With conventional 
spinning, reduction in the thickness of the metal 
is only slight, whereas large reductions are 
possible with flow turning. The metal undergoes a 
shear deformation, under pressures up to 50,000 
lb. per sq. in., and the diameter of the finished 
part is equal to that of the blank. 

It has been found that thickness can be reduced 
by 75 per cent or more, in one pass, depending on 
the characteristics of the metal when flow turning 


can 


* Aircraft Engine Division, Ford Motor Co., U.S.A. 























Fig. 1. Hardness Readings (Rockwell B Scale) 
Obiained on a Sectioned Part Made from 
AMS 6322 Stecl by Flow Turning 


cones from flat blanks. In these circumstances, 
the reduction in thickness follows a sine law, the 
wall thickness T, of the finished part being 
equal to the thickness T of the flat blank x the 
sine of half the included cone angle of the work- 
pieces. By using preformed blanks, cones of vary- 
ing wall thickness can be produced. 
Cold-working during rotary extrusion results in 
substantial increases in the tensile strength and 
fatigue resistance of the 
metal. In addition, the 
hardness of the material 
is increased, as indicated 
in Fig. 1, which shows a 


cross-section of a gas 
turbine, part, flow 
turned from a_ pierced 
and annealed Hore of 
AMS 6322 alloy steel. 
Despite the high form- 


ing pressures employed, 


Fig. 2. Filoturn Lathe 
Equipped with a Tracing 
Unit to Provide for Con- 
tour-forming. The E lank 
is Hydratlicelly Clamp- 
ed Between the Tailstock 
and the Mandrel 
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micro-structure analyses of stressed parts have 
shown no evidence of fractures developing in the 
crystalline structure. 

‘Regardless of the material which is being flow 
turned, the dimensions of the finished part depend 
on the accuracy of the mandrel and the path of 
the pressure roll. Wall thickness and inside dia- 
meter can easily be held within +0-002 in. The 
surface finish obtained depends on the material 
being flow turned, the rate of feed, and the roller 
design. An incorrectly shaped roll may undercut 
the blank, with the result that burrs are formed 
and a rough surface is produced. Feed rates 
ranging from 0-005 to 0-100 in. per rev. have 
been used, but the best results are obtained with 
feeds from 0-010 to 0-050 in. per rev. Speeds 
range from 1,500 to 2,250 surface ft. per min. 

Flow turning is performed on Floturn lathes 
made by the Lodge & Shipley Co., and Hydrospin 
machines made by the Cincinnati Milling Machine 
Co. On the Floturn lathe, as seen in Fig. 2, the 
blank is hydraulically clamped between the ram 
on the motor-driven screw-operated tailstock and 
the formed mandrel which is mounted on the head- 
stock. The mandrel and work are rotated by the 
headstock spindle, which is driven from a DC. 
motor through a variable-speed unit, and any speed 
from 33 to 1,000 r.p.m. can be obtained. Blanks 
up to 42 in. diameter can be handled, and parts 
up to 50 in. long can be produced. 





Fig. 3. 
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Intermediate Bearing Supports are Power Roll-formed from AMS 
6322 Alloy Steel Forgings on this Floturn Lathe. A Saving of $18 on 
Each Component is Obtained 
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Fig. 4. Dimensions of Forging and Completed 

Intermediate Bearing Support. Previously, the 

Part was Machined from a Forging of the Required 
Depth 


A hardened and ground roller, of 10 to 12 in. 
diameter and mounted on Timken roller bearings, 
is power-fed parallel to the surface of the mandrel 
to form the metal. The independent forming-roll 
unit can be pivoted on its bed, so that the roll 
can be fed to mandrels 
with various included 
angles up to 100 deg. 
Rotation is imparted to 
the roller by friction due 
to contact with the work. 
Pick-off in the 
forming-roll slide enable 
the feed rate to be 
varied from % to 9 in. 
per min. A large hand- 
wheel, seen in Fig. 3, 
moves the roller towards 
or away from the work, 
and automatic stops 
limit the roller travel. 

Typical of the many 
gas turbine parts which 
are being produced on 


gears 


Floturn lathes is the 
intermediate bearing 
support, seen on the 


machine in Fig. 3. Made 
from AMS 6322 alloy 
steel, this part was for- 
merly forged to the 
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required height and 

included angle, and then 

machined. It is now flow 

turned from a_ simple, 
= flat forging, shown in 
section in the upper 
view in Fig. 4. This 
change-over has resulted 
in a saving of approxi- 
mately 18 dollars per 
forging, and there has 
also been a reduction of 
about 3 man-hours in 
the time required to pro- 
duce each part. Flow 
turning is also being em- 
ployed with advantage 
for the production of 
bullet - nosed, combus- 
tion-chamber liners, ap- 
proximately 5% in. long 
by 2% in. diameter, from 
Inconel. The liner was 





formerly made in two Fig. 6. Flow Turning Set-up for Inconel Combustion-chamber Liners. This 
portions, which were Method has Resulted in a Saving of 40 per cent in Production Time 

joined together by 

fusion welding. Now, a 

blank is produced from 0-076-in. thick sheet stock, in Fig. 6. This change in procedure has elimin- 


and pre-formed as seen at the left in Fig. 5, in ated 10 operations, and has resulted in a saving 
readiness for flow turning with the set-up shown of 40 per cent in production time. 

Engineers in the Semi-Production 
Department of the Ford Aircraft 
Engine Division designed and built a 
special mechanical tracing unit for 
this operation. The unit is powered 
by the longitudinal feed screw of the 
Floturn lathe, and a cam is employed 
to control the contour when the round 
nosed portion of the combustion- 
chamber liner is being formed. The 
straight portion is produced by the 
tube-turning technique. 

Tube-turning is essentially a pro- 
cess of continuous point extrusion, 
the amount of reduction in material 
thickness possible depending on the 
pressure capacity of the gaa, Ph and 
the ductility of the material that is 
being formed. Reductions of as much 
as 88 per cent have been obtained 
with AISI 4130 steel without anneal- 
ing the workpiece between passes. 

Flow turning of the Inconel com- 
bustion-chamber liners is performed 





Fig. 5. Combustion-chamber Liners were Formerly Made in with the work rotating at 850 r.p.m., 
Two Sections and Welded Together. These Parts are Now and the forming roller is fed at the 


Flow Turned After Preliminary Blanking and Preforming rate of 4% in. per min. The flat-sided 
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roller has a full semi- 
circular periphery with 
a radius of 0-250 in. 
With the Cincinnati 
Hydrospin machine, the 
desired shape of work- 
piece is spirally 
generated by two 
opposed forming rollers, 
as seen in Fig. 7. The 
roller slides can be set 
parallel to each other for 
tube-turning parts up to 
42 in. diameter, or at 
one-half the included 
angle for producing 
conical parts. If the 
design of the part per- 
mits, moreover, the front 
slide may be set for one 
forming operation, and 
the rear slide can be set 
to carry outa subsequent 


operation. The main Fig. 8. When Hydrospinning Titanium Parts, Torches are Employed to 
slides of the machine are Pre-heat the Blanks and Maintain them at 2 Temperature of 1,000 deg. F. 


of the universal type, so during the Forming Operation 
that parts can be flow 


turned with their formed 

surfaces parallel to, at right angles to, or at any _ tailstock assemblies of the Hydrospin machine. 
other angle to the centre line of the headstock and Equipment for the Hydrospin machine includes 
a hydraulic contour- 
tracing attachment 
which can be mounted 
on either cross-slide. In 
addition, end-mounted 
rollers are available for 
internal upsetting and 
flanging operations. The 
spindle speeds are step- 
lessly-variable from 116 
to 465 r.p.m. and the 
feed rates (also step- 
lessly variable) range 
from 0 to 35 in. per min. 
for the cross-slide, and 
from 0 to 52 in. per min. 
longitudinally for the 
saddle. Workpieces up 
to 42 in. diameter can 

be swung. 
A Flamatic attach- 
ment, seen in Fig. 8, 
has been provided for 
flame heating titanium 
parts during flow turn- 
Fig. 7. Two Opposed Forming Rollers and a Hydraulic Contour-tracing ing. Torches, each of 
Attachment are Employed to Generate Parts of Various Shapes which has 30 flame tips, 





jucy 9, 1958 MACHINERY VOLUME 93 


are used to pre-heat the 
titanium blanks and 
maintain them at a tem- 
perature of 1,000 deg. F. 
during flow turning. The 
temperature is controlled 
by a Ray-O-Tube indi- 
cator. Oxygen, under a 
pressure of 50 Ib. per sq. 
in., is mixed with town’s 
gas (15 Ib. per sq. in.) 
in the ratio of 1-7 to 1. 
The consumption — of 
oxygen is about 12 cu. 
ft. per hour, and of gas, 
7 cu. ft. per hour. 

A set-up for flow turn- 
ing a rear bearing sup- 
port for a gas turbine 
compressor is illustrated 
in Fig. 9. These sup- 
ports are made from 
AMS 5613 stainless-steel 
forgings, which are pre- 
machined. During flow 



































Fig. 10. The Gas Turbine Drive-shaft, seen in the’|\Lower View, is Flow 


turning, the thickness of Turned from a 43-in. Long, Upset and Pierced Forging of Alloy Steel 
the wall is reduced from 


0-234 to 0-110 in. and 
the bore diameter of 14-975 in. remains unchanged. ing drawing compound, is brushed on both sides cf 
Johnson’s Wax-Draw, a non-drying, non-harden- the machined forging prior to flow turning, and a 
flow of soluble-oil 
coolant is applied to the 
work during the opera- 
tion. The workpiece is 
rotated at 400 r.p.m. 
and the rollers are fed 
at the rate of 2 in. per 
min. with the main 
slides set at an angle of 
28 deg. and the cross- 
slides at 10 deg. 

Very favourable  re- 
sults have been obtained 
in the experimental 
Hydrospinning of long 
drive-shafts for gas tur- 
bines. Starting with a 
43-in. long, upset 
pierced forging of AMS 
6415 alloy steel, as seen 
at the top in Fig. 10, the 
shaft is flow turned to an 


over-all length of 76-5 

in. as shown in the lower 

view. When the shafts 

Fig. 9. Set-up for Flow Turning a Rear Bearing Support for a Gas Turbine are produced in this 
Compressor from a Pre-machined Forging of AMS 5613, Stainless Steel manner no _ further 
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machining of the bores is required, apart from a 
short splined section. Consequently, special 
contour-boring lathes are not required and there 
is a considerable saving in machining time. Even- 
tually, it is hoped to limit the external machining 
of the extrusion to critical surfaces only. 

Of interest in connection with this particular 
application is the fact that three different forms 
of flow turning are employed. In “power roll- 
forming ” the portion A (the large diameter 34-deg. 
angle, flanged end of the shaft), metal is displaced 
by “shear-spinning ” in accordance with the normal 
sine-law theory previously described. Portion B, 
of 3-deg. 11-min. angle, however, must be “ down- 
hill” flow turned. In effect, this procedure is a 
complete reversal of the sine-law theory. The 


tubular portion C of the shaft is formed by “ tube- 


Unidex Diamond 


The Unidex diamond holder, which has recently 
been placed on the market by Universal Diamond 
Co., Ltd., 15 Rodmarton Mews, Baker Street, 
London, W.1, for wheel dressing on grinding 
machines, enables the diamond to be readily 
indexed through 90 deg. when part of its surface 
has become worn so that a fresh edge is pre- 
sented to the wheel. 

The subject of a patent application, the holder is 
intended to be inclined at an angle of 10 deg. to 
the horizontal plane, and since there are four index- 
ing positions, corresponding to the number of 
natural facets on a diamond, equally-spaced flats 
are produced on the stone as a result of wear. The 
entire holder is then turned through an angle 
determined by the positions of two numerals 
marked on the shank, so that an edge between two 
of the flats is presented to the wheel. When this 
edge has become worn, the diamond can be again 
telened so that other edges are brought into use 
in turn. In this way, a total of eight different 
portions of the diamond can be utilized before 
re-setting becomes necessary. 

Referring to the sectional view of the holder 
shown in the accompanying figure, the diamond 
is mounted in an end piece attached to the spindle 





























MACHINERY 





VOLUME 93 


spinning” which merely involves increasing the 
length of that portion of the workpiece by reducing 
the wall thickness. 

Mandrels for flow turning are made from a 
chromium-molybdenum alloy steel, AISI 4140, and 
surface-hardened to between 56 and 59 Rock- 
well C, prior to grinding. Rollers, or tool rings, 
are made from Graph-Mo tool steel supplied by the 
Timken Roller Bearing Co., and hardened to 
between 63 and 65 Rockwell C. 

The geometry of the rollers is an important 
factor in obtaining good results with flow turning. 
In general, a good starting point for “shear- 
spinning” is a radius on the roller equal to the 
thickness of the material to be displaced. For 
“tube-spinning,” the radius should be about twice 
the material thickness. 


Position Control 


A, which is threaded for part of its length, and 
is housed in the bore of the hollow shank. The 
end piece is located in the different indexing 
positions by a cross pin at the rear end of the 
spindle A which engages with shallow slots in the 
end face of the shank. When the diamond is to 
be indexed, the knurled locking ring B is turned 
so that it moves towards the end piece. The 
latter can then be moved axially through a short 
distance to bring the cross pin clear of the slot, 
after which it is turned through 90 deg. so that the 
diamond is set in a fresh position. When the end 
piece is released, the pin is held in the next slot 
by a compression spring while the locking ring 
is being tightened against the end of the shank. 

Since indexing is carried out entirely from the 
nose end, the holder may be fitted to tool posts 
with blind holes, if required. A gold-coloured 
spot is provided on the front piece, which should 
be set upwards when the holder is secured in the 
tool post. 

The company can supply a complete range of 
diamonds for all types of wheel dressing duties. 
Furthermore, diamonds for wheel dressing opera- 
tions on various makes of thread grinders, and for 
use with certain types of profile wheel dressers and 
hardness testers, are also available. In addition, 
the range includes diamond-impregnated grinding 
wheels, diamond hones and drills, and diamond 
powder. 


Sectional View of the Unidex Diamond Position 
Control which Allows Eight Portions of the 
Diamond to be Used 
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Micyl Blocks for Measuring Tapers 


In an article on Methods and Equipment for 
Checking External Tapers, published in 
Macuinery, 92/483—28/2/58, reference was 
made to the Micyl blocks, developed by 
Laboratoire Central de L’Armement, Paris, which 
facilitate checking round components with external 
tapers, up to 90 deg. included angle, also curved 
forms such as cams and templates, polygonal 
tapered forms, and internal and external dovetails. 
In conjunction with wires of appropriate diameter, 
moreover, taper screw threads can be measured. 
The blocks are being made by the French firm 
La Précision Méchanique, who are represented in 
this country by Engineering & Scientific Equip- 
ment, Ltd., 33 Minster Road, London, N.W.2. 

A pair of Micyl blocks of the latest design is 
shown in Fig. 1, and the essential dimensions are 
indicated in Fig. 2. The method of measuring a 
tapered part resting on its lower end face is indi- 
dated in Fig. 3. An important feature of these 
blocks is that the distance D, between the axes 
of the two movable cylinder halves will not alter 
regardless of the angle through which either half 
cylinder is turned in its V-base member. The 
lower surface and vertical outside face of each 
base member are ground accurately square to each 
other, and the distance W/2 and h are the same 
for any pair of blocks, and are stated to be 
accurate within 0-00002 in. Arms at each end of 





Fig. 1. A Pair of Micyl Blocks Made by La 
Précision Mécanique, which Considerably Facili- 
tate the Checking of Tapers and Curved Surfaces 
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Fig. 2. Reference Dimensions of a Pair of Blocks. 
Fig. 3. Diagram Showing the Method of Use 


the base retain the half cylinder in position but 
allow it to turn freely. 

The dimension D, Fig. 3, at a height H from 
the face of a taper gauge, for example, is thus 
readily determined by measuring the distance M 
with the aid of a micrometer, and subtracting the 
constant W. If another measurement is then 
taken, at a different known height, the angle of 
the taper can be obtained. 

Three sizes of Micyl blocks are made. The type 
A is designed for mounting on standard slip gauges, 
and measurements are taken with a micrometer or 
vernier caliper held in the hand. Dimensions of 
these type A blocks are as follows: W=14 mm. 
(0-551 in.), X=8 mm. (0-315 in.), h=5 mm. (0-197 
in.), and d=6 mm. (0-236 in.). Type B Micyl 
blocks, which are larger, are intended for use in 
measuring machines, and have the following 
dimensions: W=20 mm. (0-787 in.), X=11-5 mm. 
(0-453 in.), h=7 mm. (0-276 in.), d=8 mm. 
(0:315 in.). For type C blocks, which have recently 
been added to the range, W=26 mm. (1-02 in.), 
X=15 mm. (0-59 in.), h=10 mm. (0°39 in.) and 
d=15 mm. (0-59 in.). 
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Fig. 4. The Special Stand which is Available for 
Checking Components with Reference to the Large- 
diameter End Face 


Fig. 5. View of the Stand, Showing the Lower 
Flexible Support Arm which can be Adjusted and 
Clamped on a Vertical Rod 


To facilitate the checking of tapered com- 
ponents with reference to the large-diameter end 
face, the company have developed a special stand 
which is seen set up for measurement of a gauge 
in Fig. 4. Here, the Micyl blocks A rest on slip 
gauges B, of appropriate height, and the taper 
gauge is located against the underside of two 
blocks C. The latter are held by a clamp plate on 
top of the vertical block D, which is of a specified 
height and is attached to the base by means of two 
screws. 

As may be seen in Fig. 5, the gauge to be 
checked is supported from beneath by a centre 
mounted on a double leaf spring arm E, which can 
be adjusted and clamped on a vertical rod at such 
a height that the taper gauge is held in contact 
with the blocks C. 

Two different sizes of vertical reference blocks 
D (Fig. 4) are provided, with heights of 50 mm. 
(1-968 in.) and 100 mm. (3-937 in.), and they may 
be used together if a height of 150 mm. (5-906 in.) 
is required. A disc adapter is also supplied which 
fits on the lower centre, for supporting components 
without centre holes. 





ULTRASONIC TECHNIQUE FOR MEASURING ELASTIC 
Mopu.Li. Two research scientists, Mr. H. J. 
McSkimen and Mr. W. L. Bond of the Bell Tele- 
phone Laboratories, U.S.A., have developed a new 
technique for accurately measuring ie elastic 
moduli of small specimens of diamond and other 
materials. 

With the aid of auxiliary equipment, series of 
measurements can be made under widely differing 
values of temperature and pressure. Short trains 
of high-frequency ultrasonic waves are transmitted 
into the specimen and their velocity of propaga- 
tion is determined. From the results, and the known 
density of the specimen, the elastic moduli can 
be calculated. For diamond, both longitudinal 
and shear waves were applied, to enable the three 
elastic moduli to be determined. 

Flat and parallel surfaces were formed on oppo- 
site sides of the diamond specimen and its thick- 
ness was accurately measured. It was then secured 
to one end of a “buffer” rod of fused silica by 
means of a thin film of viscous fluid. A suitable 
quartz transducer was attached to the opposite 
end of the rod. Repeated trains of ultrasonic 
waves, at frequencies up to 200 megacycles per 
sec. were transmitted along the rod. These wave 
trains were principally reflected from the interface 
of the rod and specimen, but were also partially 
transmitted into the specimen, and reflected to and 
fro between the wed surfaces. 
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Machine Shop Patents 


A HYDRAULICALLY-OPERATED TAILSTOCK QUILL 

In this hydraulically-operated tailstock, a sec- 
tional view of which is shown in the figure, the 
axially-sliding quill A serves as a double-acting 
cylinder, housing a stationary piston and rod. A 
freely-rotating spindle carries the tailstock centre, 
and is fitted with a flange B, which has a small 
diametral clearance in the bore of the quill A. The 
latter is advanced when pressure oil is admitted 
to the chamber C, and when the centre engages 
the workpiece, pressure continues to act on the face 
of the flange B, to relieve the tapered-roller bear- 
ings of axial load. A pressure seal is provided 
in the nose of the quill and serves to prevent the 
escape of oil which passes the periphery of the 
flange B. 

To retract the quill, pressure oil is admitted 
to the chamber D, and the extent of this with- 
drawal movement is limited by the sleeve E. This 
sleeve 
is shown in its extreme right-hand position. To 
limit the forward movement of the quill, the piston 
and rod can be adjusted axially, the rod being 
threaded and engaging with a tapped hole in the 
end cap. A nut on the outer end of the piston- 
rod..serves to lock the latter in the required 
position. 

With this arrangement, clearance between the 
periphery of the quill A and the tailstock casting 
can be kept to a minimum, as the former is 
required to slide only. In addition, the bearings 
are relieved of most of the end thrust, so that 
wear is reduced, and concentricity maintained. 

786.210. La Précision Industrielle, 196 Avenue 


can be screwed oe the piston rod, and 











Seine-&-Oise, 
1954. 


Paul Doumer, Rueil-Malmaison, 
France. | Application date, January 19, 
Published, November 13, 1957.] 


A COMPENSATING MECHANISM FOR PITCH ERRORS IN 
THE LEADSCREW OF A THREAD-CUTTING MACHINE 


The drawing shows, at X, a sectional view of 
the leadscrew drive of a thread- -cutting, or grinding, 
machine, on which the motion is transmitted 
through gearing and a differential unit, If the 
outer casing of the differential is held stationary, 
the differential acts as a coupling, and drive from 
the spur gear A is transmitted to the leadscrew 
at a ratio of 1:1, but in the opposite direction of 
rotation. 

A non-self-locking worm B meshes with teeth 
cut on the periphery of the differential casing, 
and on the outer end of this worm is keyed a plain 
spur gear C, as can be seen in the view at Y. 
Meshing with the gear C are two rack-toothed 
plungers, each of which has a roller at the lower 
end making contact with one of a pair of templates 
D and E. As the gear A starts to rotate, the outer 
casing of the differential will turn in the same 
direction, rotating the worm B and spur gear C 
until one of the plungers makes contact with a 
template. When this occurs, the worm B can no 
longer rotate, and the outer casing of the differential 
is held stationary. Drive to the leadscrew is now 
transmitted in the manner previously described. 

As the leadscrew moves axially, the plunger 
travels along the upper edge of the template, and 
as long as the template is flat and parallel with the 
machine guideways, the 
differential casing will 
be held stationary. How- 
ever, the edge of the 
template is arranged 
with concave or convex 
curves, which  corre- 
spond to the known 
pitch errors in the lead- 
screw, and when the 
plunger encounters one 
of these curves it is 








Sectional View of a Hydraulically Operated Tailstock which Incorporates 


a Double-acting Cylinder 


raised, or lowered ac- 
cordingly. These move- 
ments rotate the gear C, 
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Fig. 4. The Special Stand which is Available for 
Checking Components with Reference to the Large- 


diameter End Face 


Fig. 5. View of the Stand, Showing the Lower 
Flexible Support Arm which can be Adjusted and 
Clamped on a Vertical Rod 


To facilitate the checking of tapered com- 
ponents with reference to the large-diameter end 
face, the company have developed a special stand 
which is seen set up for measurement of a gauge 
in Fig. 4. Here, the Micyl blocks A rest on slip 
gauges B, of appropriate height, and the taper 
gauge is located against the underside of two 
blocks C. The latter are held by a clamp plate on 
top of the vertical block D, which is of a specified 
height and is attached to the base by means of two 
screws. : 

As may be seen in Fig. 5, the gauge to be 
checked is supported from beneath by a centre 
mounted on a double leaf spring arm E, which can 
be adjusted and clamped on a vertical rod at such 
a height that the taper gauge is held in contact 
with the blocks C. 

Two different sizes of vertical reference blocks 
D (Fig. 4) are provided, with heights of 50 mm. 
(1-968 in.) and 100 mm. (3-937 in.), and they may 
be used together if a height of 150 mm. (5-906 in.) 
is required. A disc adapter is also supplied which 
fits on the lower centre, for supporting components 
without centre holes. 


ULTRASONIC TECHNIQUE FOR MEASURING ELASTIC 
Moputt. Two research scientists, Mr. H. J. 
McSkimen and Mr. W. L. Bond of the Bell Tele- 
phone Laboratories, U.S.A., have developed a new 
technique for accurately measuring the elastic 
moduli of small specimens of diamond and other 
materials. 

With the aid of auxiliary equipment, series of 
measurements can be made under widely differing 
values of temperature and pressure. Short trains 
of high-frequency ultrasonic waves are transmitted 
into the specimen and their velocity of propaga- 
tion is determined. From the results, and the known 
density of the specimen, the elastic moduli can 
be calculated. For diamond, both longitudinal 
and shear waves were applied, to enable the three 
elastic moduli to be determined. 

Flat and parallel surfaces were formed on oppo- 
site sides of the diamond specimen and its thick- 
ness was accurately measured. It was then secured 
to one end of a “buffer” rod of fused silica by 
means of a thin film of viscous fluid. A suitable 
quartz transducer was attached to the opposite 
end of the rod. Repeated trains of ultrasonic 
waves, at frequencies up to 200 megacycles per 
sec. were transmitted along the rod. These wave 
trains were principally reflected from the interface 
of the rod and specimen, but were also partially 
transmitted into the specimen, and reflected to and 
fro between the ae surfaces. 
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Machine Shop Patents 


A HYDRAULICALLY-OPERATED TAILSTOCK QUILL 

In this hydraulically-operated tailstock, a sec- 
tional view of which is shown in the figure, the 
axially-sliding quill A serves as a double-acting 
cylinder, housing a stationary piston and rod. A 
freely-rotating spindle carries the tailstock centre, 
and is fitted with a flange B, which has a small 
diametral clearance in the bore of the quill A. The 
latter is advanced when pressure oil is admitted 
to the chamber C, and when the centre engages 
the workpiece, pressure continues to act on the face 
of the flange B, to relieve the tapered-roller bear- 
ings of axial load. A pressure seal is provided 
in the nose of the quill and serves to prevent the 
escape of oil which passes the periphery of the 
flange B. 

To retract the quill, pressure oil is admitted 
to the chamber D, and the extent of this with- 
drawal movement is limited by the sleeve E. This 
sleeve can be screwed along the piston rod, and 
is shown in its extreme right-hand position. To 


limit the forward movement of the quill, the piston 
and rod can be adjusted axially, the rod being 
threaded and engaging with a tapped hole in the 


end cap. A nut on the outer end of the piston- 
rod serves to lock the latter in the required 
position. 

With this arrangement, clearance between the 
periphery of the quill A and the tailstock casting 
can be kept to a minimum, as the former is 
required to slide only. In addition, the bearings 
are relieved of most of the end thrust, so that 
wear is reduced, and concentricity maintained. 

786,210. La Précision Industrielle, 196 Avenue 


Paul Doumer, Rueil-Malmaison, Seine-&-Oise, 
France. [Application date, January 19, 1954. 
Published, November 13, 1957.] 


A COMPENSATING MECHANISM FOR PITCH ERRORS IN 
THE LEADSCREW OF A THREAD-CUTTING MACHINE 

The drawing shows, at X, a sectional view of 
the leadscrew drive of a thread-cutting, or grinding, 
machine, on which the motion is transmitted 
through gearing and a differential unit. If the 
outer casing of the differential is held stationary, 
the differential acts as a coupling, and drive from 
the spur gear A is transmitted to the leadscrew 
at a ratio of 1:1, but in the opposite direction of 
rotation. 

A non-self-locking worm B meshes with teeth 
cut on the periphery of the differential casing, 
and on the outer end of this worm is keyed a plain 
spur gear C, as can be seen in the view at Y. 
Meshing with the gear C are two rack-toothed 
plungers, each of which has a roller at the lower 
end making contact with one of a pair of templates 
D and E. As the gear A starts to rotate, the outer 
casing of the differential will turn in the same 
direction, rotating the worm B and spur gear C 
until one of the plungers makes contact with a 
template. When this occurs, the worm B can no 
longer rotate, and the outer casing of the differential 
is held stationary. Drive to the leadscrew is now 
transmitted in the manner previously described. 

As the leadscrew moves axially, the plunger 
travels along the upper edge of the template, and 
as long as the template is flat and parallel with the 
machine guideways, the 
differential casing will 
be held stationary. How- 
ever, the edge of the 
template is arranged 
with concave or convex 
curves, which  corre- 
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spond to the known 
pitch errors in the lead- 
screw, and when the 
plunger encounters one 
of these curves it is 








Sectional View of a Hydraulically Operated Tailstock which Incorporates 
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raised, or lowered ac- 
cordingly. These move- 
ments rotate the gear C, 
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Sectional Views of a Compensating Mechanism for Pitch Errors in the Leadscrew of a Precision 
Thread-cutting Machine 


which, in turn, rotates the worm B, 


effect of adding to, or subtracting from, the rotary 
movement of the leadscrew, and correspondingly 
reducing or increasing the axial traverse of the 
carriage, thus compensating for the pitch errors. 
In the view at Y, one of the plungers has 


encountered a concave curve on the template D, 
which has resulted in an anti-clockwise rotation 
of the gear C. 

Owing to the backlash which must be present 
between the leadscrew and its associated nut, one 
flank only of the thread is in use for each direction 


of carriage traverse. Two templates are necessary, 
therefore, to compensate for the pitc ‘+h errors 
present on each flank of the leadscrew. 

[789,364. Herbert Lindner, G.m.b.H. Lubar- 
serstrasse 8-38, Wittenau, Berlin. [Application 
date, May 28, 1955. Published, January 22, 1958.] 


E.M.I. Control System for Skin-Miliing 
Machines 


Vertical milling machines which incorporate the 
electronic control system that has been developed 
by E.M.I. Electronics, Ltd., Hayes, Middlesex, are 
already in use in this country and _ overseas. 
Recently, the company, in eaten with the 
Cincinnati Milling Machine (¢ Cincinnati, Ohio, 
U.S.A., has developed a in patie. system suit- 
able for use with large skin-milling machines of the 
type used for operations on large aircraft com- 
ponents. The first four data control systems for 
machines of this type have been completed at the 
Hayes factory of E.M.I. for eventual delivery to the 
Air Materiel Command of the United States Air 


and thus the 
outer casing of the differential. This rotation has the 


Force, and additional orders have been received. 

It is stated that the basic E.M.I. electronic 
system has only been slightly modified to meet the 
requirement of the large skin-miller, which has a 
work table measuring 30 ft. by 8 ft. This Cincin- 
nati machine has been — designed to meet 
the requirements of the U.S. aircraft industry, and 
is controlled entirely by information on punched 
cards. Procedure adopted for compiling the 
punched card data depends upon the complexity 
of the operation to be carried out. For the smaller 
and simpler parts, a desk calculator can be 
employed, but a computer is a valuable aid for 
more complex operations. 

The two 100-h.p. cutter heads of the machine 
can be operated in unison, with the direction of 
motion reversed on one axis, or independently. 
Limits as small as +0-002 in. are well within the 
capabilities of the control equipment. With the 
conventional method of producing contoured parts 
on these machines, a copy-tracing system is 
employed with a 1:1 ratio template supported 
adjacent to the tool. The cost of such a system, 
together with the large template table needed for 
a skin-milling machine, it is stated, is often as high, 
or higher, than that of the electronic data control 
system. 


PropucTION OF Domestic REFRIGERATORS— 
During March of this year, the total value of 
domestic refrigerators produced in the U.K. was 
£1,727,000, and refrigerators to the value of 
£810,000 were exported. For the month of March, 
1957, the corresponding figures were £1,280,000 
and £693,000, and the average monthly values of 
refrigerators produced and exported for the whole 
year 1957, were £1,461,000 and £682,000. 
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The Use of 
Metal-reinforced 
Plastics for Dies 


The Bakelite Co., Division of the Union Carbide 
Corporation, have recently introduced a new 
metal-reinforced plastics known as Epoxy-Alloy, 
and it is claimed that dies made from this material 
have a longer working life than has hitherto been 
obtainable. This material consists of an epoxy 
mass which is reinforced with fibres of steel or 
aluminium, or a combination of glass and steel. 
As an example of the results that are being 
obtained, it may be noted that the Epoxy-Alloy 
punch shown in the foreground in Fig. 1 has pro- 
duced more than 130,000 motor car radiator tank 
tops, from 0-025-in. thick brass sheet, and is still 
in service. This tool, which is employed at the Fig. 2. This Steel Die is Used to Produce Bottom 
works of the Long Manufacturing Division, Borg- Panels for Refrigerators and has Metal-fibre 
Warner Corporation, Detroit, Michigan, U.S.A., is Reinforced Inserts to Form the Hump-shaped 
approximately 4 in. wide by 23 in. long, and the Cavity in the Stamping 


depth of draw is 3 in. The die has 
a steel trimming flange, a metal insert 
for forming the filler neck, and a steel 
drawing surface, but all the contoured 
surfaces are formed from Epoxy- 
Alloy. It is stated that even after 
the number of operations quoted 
above, there was no indication of the 
filler insert becoming loose in the 
plastics. 
A steel die, seen in Fig. 2, is 
employed by the Hotpoint Co., 
Chicago, to produce refrigerator 
panels from 0-035-in. thick, cold- 
rolled, steel sheet. The panel is fit- 
ted in the base of the refrigerator, and 
incorporates a hump-shaped cavity 
measuring 8 by 16 by 5% in., to clear 
the compressor unit. Inserts required 
to form this cavity were made from 
Epoxy-Alloy, and the complete die 
was made in a production time of five 
Fig. 1. The Punch Seen in the Foreground is of Epoxy-Alloy, weeks. It was estimated that approxi- 
with Steel Inserts. It is Used to Produce the Motor Car mately twice that period would have 
Radiator Tank Top which is Being Inspected in the Background been necessary had an all-steel die 
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Fig. 3. Various Stages in the Production of a 
Metal-fibre Reinforced Epoxy Resin Punch and Die 
Set. X—A Face-coat of Short Steel Fibres is 
First Applied to the Mould. Y—A Hard Wood 
Punch, with Venting Holes, is Used to Compress 
the Charge of Resin and Dry Metal Fibres. 
Z—The Assembled Die Set. The Die has been 
Made in a Similar Manner to the Punch, Using 
Latter as a Pattern 


been used. This tool has produced 65,000 
refrigerator panels to date, and so far no repairs 
have been required. 

As an indication of the economies which can be 
effected by the use of reinforced plastics for tool- 
ing, it is stated that 35 Epoxy-Alloy dies were pro- 
duced in a time of 15 weeks, at a total cost of 
250,000 dollars, as compared with an estimated 
time of 18 months, and a cost of 2,000,000 dollars, 
for conventional all-metal tools. One of these tools 
was required for drawing operations on aircraft 
parts, made from +%-in. thick stainless-steel. 


PRODUCING REINFORCED PLASTICS DIES 


a the procedure for making metal-fibre 


reinforced plastics dies is basically simple, it differs 
in several respects from the pom as casting 
methods which are in current use. Initially, a 
hemp-reinforced plaster mould is produced, by 
means of a model of the tool which is required. To 
facilitate this process, the model is al on a sur- 
face plate and a temporary wood fence is erected 
in order to retain the plaster. A typical plaster 
mould is indicated at C in the view at X, Fig. 3. 
Next, a wood (or steel) box is constructed around 
the mould, as shown at A, also an extension frame, 
B. A parting-coat is then applied to the internal 
surface of the mould, followed by the application 
of a face-coat D. This coat is a layer of heat- 


resistant epoxy resin, from +¢ to % in. thick, which 
can be applied by means of a brush. Next, the 
surface of this face coat is “locked” with short 
steel fibres, approximately +s to 4-in. long, and the 
material is then allowed to become tacky. In the 
case of a small die, these steel fibres can be applied 
by means of a spray gun, as shown in the E 

but for larger dies, the use of a specially-designed 
metal-fibre flocking unit is recommended. 

A weighed and mixed charge of resin is sub- 
sequently loaded into the mould, followed by a 
weighed quantity of dry metal fibres. Approxi- 
mately 55 to 60 per cent steel fibre content is 
required. The metal fibres must be evenly distri- 
buted over the contours of the mould, in order to 
ensure a uniform density, since they do not move 
during the subsequent compressing process. Fibres 
from % to 2 in. long have been found to be most 
suitable. Metal fibres in the form of shavings 
produced by the conventional steel-wool — 
are commercially available, and generally have a 
triangular cross-section, with sharp edges. These 
fibres are grade d according to size, and have cross- 
sections ranging from 0:0018 to 0.008 in. In 
general, an increase in the coarseness of the fibres 
used results in a slight improvement in the physical 
properties of the mixture. Grade 1, however, has 
been most widely employed, so far, in preference 
to coarser grades, because it enables low porosity 
to be achieved, with better resin and fibre distri- 
bution. 

The mould extension, B, is arranged to be three 
or four times as deep as the required casting, in 
order to accommodate the bulk of the fibres. A 
hardwood plug is placed on top of the charge of 
fibres, to form what is in effect a closed-mould 
system, and the complete unit is placed in a 
hydraulic press, or beneath a suitable hydraulic 
ram. This plug is shown at E in the view Y, 
Fig. 3, and is provided with a number of vertical 
vent holes for the escape of excess resin. The plug 
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is forced down by an applied pressure of the order 
of 200 to 300 Ib. per sq. in., and this pressure is 
maintained for a period of between 4 to 12 hours, 
until the casting hardens. The part is then post- 
cured, at a temperature ranging up to 300 deg. F., 
the time required for this operation being deter- 
mined by the size of the tool. Subsequently, the 
punch is used to make a mould for producing the 
die, with a suitable allowance for the thickness 
of the part or metal. The view at Z, Fig. 3, shows 
the reinforced plastics tools assembled as a con- 
ventional die set. 

When chopped glass fibres are used as the 
reinforcing medium, the height of the extension 
box B requires to be only one half of the depth of 
the casting, as the bulk factor of such fibres is lower 
than that of steel. Glass fibres, however, must be 
pre-saturated, under pressure, with an equal weight 
of resin before they are loaded into the mould. A 
solid plug is employed in place of the vented type 
described above, and the compression cycle is 
carried out at a pressure of 50 to 150 Ib. per sq. in. 
The curing process is the same as that employed 


for steel-fibre reinforced plastics. A dense, pre- 
1 


impregnated steel-fibre mat, from %- to %-in. thick, 
is applied to the face-coat, to provide additional 
reinforcement, and a similar mat, from - to 1-in. 
thick, can be used to back-up the tool and provide 


a more machinable surface. 
In developing these reinforced plastics materials, 

a number of experiments were carried 
out with a series of terminal-box draw 
dies which were made from various 
materials. These terminal boxes, 
which were required for an electric 
motor, were 4-in. square, and were 
made from 71:-in. diameter blanks of 
20-gauge (0-036-in.) cold-rolled steel. 
The draw was made over a 0°109-in. 
radius to a depth of 1% to 2% in. One 
of the dies which was used is shown 
in Fig. 4, also a formed terminal box 
and a blank standing at the right. In 
all the tests, a steel blank holder was 
used, and the die was mounted 
(inverted) in a 93-ton capacity crank 
press, which had operating speeds 


Fig. 4. The Die Set here shown is 

One of a Series which was Used to 

Carry out Tests on Tools Made from 

Different Compositions. A Formed 

‘Workpiece and a Blank are Seen at 
the Right 
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ranging trom 600 to 1,000 strokes per hour. Owing 
to the depth of the draw and the speed of opera- 
tion, considerable heat was generated during stamp- 
ing, and the temperature of the parts was of the 
order of 140 deg. F., or more, and of the dies, 
115 to 144 deg. F. The latter temperature was 
measured at a distance of 0-050 in. from the draw- 
radius surface, at each corner. This combination 
of high operating speed and temperature accen- 
tuated the wear and breaking-down of the tool 
materials employed in the tests, and permitted a 
rapid evaluation of the various compositions. 

The results obtained from the use of iron-core 
dies with a surface of room-temperature epoxy 
resin were unsatisfactory, as considerable wear and 
galling occurred. With glass-fibre reinforced, 
pressure-cast dies, a considerable improvement in 
performance was achieved by changing from 
polyester to heat-resistant epoxy. However, there 
was considerable ridging of the die surface and 
uneven wear, due to abrasion by the glass fibres, 
which, in turn, gave rise to wrinkles in the work- 
piece. The surface wear of heat-resistant, glass- 
fibre-reinforced dies was reduced by the applica- 
tion of an iron-powder face-coat, but the wear 
which did occur was still slightly uneven. Further- 
more, difficulty was encountered in applying this 
face-coat, and ensuring that it adhered to the con- 
tours. A heat-resistant, epoxy casting, reinforced 
with glass-fibres, and with a face-coat which was 
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flocked with steel-fibres, showed uniform wear and 
dimensional stability, and it was found that the 
face-coat could be applied easily. 

Excellent results were also obtained by the use 
of heat-resistant epoxy dies which were reinforced 
with steel fibres and incorporated a_ steel-fibre 
flocked face coat. These dies are more easily 
machined than the glass-fibre type, and _ repairs 
and modifications can be effected readily. On the 
other hand, the glass-fibre reinforcement has cer- 
tain advantages, in that simpler equipment can be 
used, and dies of large and complex form can be 
more readily produced. 

Although the cost of an Epoxy-Alloy die is con- 
siderably less than of a similar tool in steel, is 


still greater than the cost of a simple sae of 


Use of Magnesium for Tooling 


During the course of a paper presented at the 
recent annual meeting of the American Society of 
Tool Engineers, Mr. K. F. Melde drew attention to 
the advantages of magnesium in various forms as a 
constructional material for aircraft assembly jigs. 
Where fixture parts overhang, for example, rigidity 
can be obtained with substantial reductions in 

weight, so that a lighter and less expensive sup- 
porting structure can be employed. The lightness 
of magnesium may also be of great advantage 
where work locating units must be positioned and 
removed by hand. In addition the storage of jigs 
and fixtures is facilitated. It has also proved pos- 
sible, in some instances, to employ the flat surfaces 
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Fig. 5. A Heated 
Matched Mould Made 
from Aluminium - fibre 
Reinforced Epoxy-Alloy. 
The Cost of the Equiva- 
lent Tool in Steel would 
have been Three to Five 
Times as Great 


compounded 
resin. 


e Pp Ox \ 
Consequently, re- 
inforced epoxy will be 
used only in those in- 
stances where its par- 
ticular properties render 
it most suitable for speci- 
fic operations. In addi- 
tion to its applications 
for prototype, and for low- and medium-quantity 
production drawing work, this material can be used 
for dies for flanging; trimming; re-striking and 
second operations; rubber-pad forming and stretch- 
ing; also for fixtures and gauges. 

Epoxy-Alloy reinforced with aluminium fibres, 
which have a high thermal conductivity, 
used for the production of heated, 
moulds; vacuum-forming moulds; 
dies; and foundry patterns. An example of an 
aluminium-fibre reinforced Epoxy-Alloy heated, 
matched mould is shown in Fig. 5. It was estimated 
that this mould was made for one half the cost of 
an equivalent aluminium tool, and between one 
third and one fifth of the tool 
had steel been employed. 


can be 
matched 
slush-moulding 


cost of a similar 


of magnesium plates, as delivered, for reference 
planes in jigs. 

Magnesium dies for forming aluminium and alu- 
minium alloys have also given good results. In this 
connection it is stated that the metal has good wear 
resistance and non-galling properties, and _ is 
“ almost self-lubricating against aluminium.” Econo- 
mies are also obtained by reason of the ease with 
which magnesium can be machined. 

Other characteristics of the material have been 
turned to account in welding jigs. Weld spatter 
does not adhere to magnesium and local heating 
causes little warping owing to the high heat con- 
ductivity. Magnesium being non-magnetic, more- 
over, there is no interference when it is employed 
in the construction of spot welding fixtures 
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Flow-turned Nose Cone 
for Satellite 


Nose cones for the U.S. Army Explorer satellites 
have been made by the Lodge & Shipley Co., 
Cincinnati, Ohio, to the order of the U.S. Army 
Ballistic Missile Agency and the Jet Propulsion 
Laboratory. Of 430 stainless steel, the cone is 
12 in. long and has a maximum diameter of 6 in. 
The thickness of metal ranges from 0-094 in. at 
the centre of the nose to 0-013/0-017 in. for ‘the 
conical walls, and the finished cone weighs 13 oz. 
Sixteen equally-spaced holes of in. diameter 
are drilled round the base to provide for attach- 
ment to the body of the satellite. 
The cone was produced from an 8-in. by 
0-094-in. thick blank which was first dimpled, as Fig. 2. A Branson Vidigage Ultrasonic Resonance 
seen at A in Fig. 1, to provide for location on a Gauge was Employed for Checking the Wall 
mandrel, At the first flow-turning operation, the Thickness of the Finished Cone, which is Held to 
cone was brought to the form indicated at B, and Limits of 0°013/0°017 in. 
after surplus material had been trimmed from the 





. eee a aaa ara — : open end, the shape 
seen at C was obtained 
by spinning. A second 
flow-turning operation 
was then carried out, to 
produce the cone D, 
and, finally, the open 
end was again trimmed. 

\ vernier height 
gauge was employed for 
length checking during 
the forming stages, and 
the wall thickness of the 
initial cone was 
measured with a_ ball 
micrometer. Final wall- 
thickness inspection was 
0-094 carried out with a 
No 13 Cauge Branson Vidigage ultra- 
somic resonance gauge, 


5 


1e j io * 
as seen in Fig. 2. 





STEEL PRODUCTION IN 
rHeE U.S.A., trom Jan- 
= / uary to March averaged 

Trim Line D) 3°42 million tons per 
month, as compared 
with 8°39 million for the 
full vear 1957, and 8-57 
1956. 

N 








Fig.1. Stages in the Production of the Satellite Nose Cone by Flow-turning 
and Spinning. An Initial Dimpling Operation Facilitates Location of the 
Blank on the Mandrel million tons in 
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Automatic Production of Ball Bearing 
Rings 


In Fig. 1 is shown the arrangement of a fully- 
automatic installation, comprising a Centex 
4-spindle bar automatic and three Magdeburg 
second operation lathes, which was demonstrated 
at the recent Leipzig Fair, and provides for parting 
off ball bearing outer rings from tube, chamfering 
each side, and forming the raceway, in a cycle 
time of 6 sec. 

Gravity feed channels, which also provide 
storage capacity to ensure a continuous supply of 
workpieces, link the four machines as seen in 
Fig. 2. From the automatic, the parted-off blanks 
are delivered down an inclined chute into a vertical 
channel, in the base of which there is a motor- 
driven, reciprocating lifter mechanism, whereby 
the parts are raised progressively. At the top, 
the vertical channel is of an inverted U-form, and 
open ended, so that the blanks fall into the top 
run of a inclined channel leading to the loading 
mechanism of the first Magdeburg lathe. Similar 
transfer arrangements are provided between the 
other second operation lathes, and the finished 
parts are automatically delivered to a marking 


Fig. 1 (below). Arrangement of the 4-spindle 
Automatic and Three Magdeburg Second-operation 
Lathes for the Production of Ball Bearing Rings 


Fig. 2. View of Part of the Automatic Installation 
for Producing Ball Bearing Rings 
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press, on which the code number is stamped on 
the side face. 

On the automatic second operation lathes, 
collets are employed for gripping the work by the 
periphery. Referring to Fig. 2, where the second 
Magdeburg lathe is seen in the foreground, the 
parts move down the feed channel to a release 
mechanism at A, and when a pivoted detent is 
withdrawn, each, in turn, is allowed to move 
forward to a pick-up station. An arm B, fitted 
with an expanding stub mandrel, is then advanced, 
by means of a cam, to pick-up the piece by the 
bore. Next, the arm retracts, swings down, and 
then moves towards the headstock again, to load 
the piece into the collet. At the end of the cutting 
cycle, the finished workpiece is removed from the 
collet by a rear ejector, and falls into a pivoted 
delivery chute, seen in the raised position at C, 
clear of the collet. The 4-spindle automatic runs 
continuously, and the operating sequence for load- 
ing, machining and unloading the parts on the 
Magdeburg lathes is controlled electrically by limit 
switches. 

Fig. 3 shows the machining stages on the bar 
automatic and the three lathes. On the automatic, 
a length of tube sufficient for two rings is fed out at 
each cycle, and at the first station the bore is 
rough machined, and cross-slide tools are applied 
to face the end and form grooves in preparation for 
parting-off. Rough boring is continued, and the 
outside diameter is turned, at the second station, 
and at the third, the bore is finished machined 
and one ring is parted off. Finally, at the fourth 
station, finish boring of the second ring is com- 
pleted, and tools on the cross-slide face and part 
off the second ring. 

On the first Magdeburg lathe, chamfers are 
machined at the outer and inner corners at one 
side of the ring, and the latter is reversed, during 
its movement to the second lathe, so that the 
chamfers on the opposite side are turned at the 
next stage. The third lathe is set up for machining 
the ball track in the bore of the ring. 


HYDRAULIC COPYING LATHE WITH FRONT AND REAR SLIDES 


Other new developments by Magdeburg include 
an automatic multi-tool lathe, designated type 
DV250, which has a turning capacity of 10 in. 
diameter and is driven by a motor of 30 h.p., also 
a hydraulic copying lathe fitted with front and 
rear slides, which can be operated independently. 
This machine, known as the type DXHKD32, is 
seen in Fig. 4, set up for profile turning steel 
hubs for motor cycle rear wheels. By using the 
two copying slides, the profile can be finish turned 
at both ends of the workpiece during the one cycle. 
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Fig. 3. Operation Layout for Machining Ball 


Bearing Rings from Tube 
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The swing capacity of this lathe is 6% in. dia- 
meter over the carriage, and 12% in. diameter over 
the bed, and workpieces up to 20 in. long are 
admitted between. centres. There are eight 
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Fig. 4. Magdeburg Type 
DXHKD32 Copying 
Lathe which is Fitted 
with Front and Rear 
Tool-slides 


spindle speeds, from 250 
to as 2.800 
r.p.m., and nine rates of 
carriage feed trom 
0:0025 to 0-040 in. per 
rev., the 
motion 


high as 


traversing 
effected 
by screw. Rapid traverse 
at the rate of 14 ft. per 
min. is provided, and 
the maximum stroke of 
the copying slides _ is 
2% in. Either a hydrau- 
lically- or a pneumatic- 
ally-operated tailstock assembly can be fitted. 
Magdeburg lathes are handled in this country by 
Hicks Machinery, Ltd., 26 Addison Place, London, 
W.11. 


being 





Multi-purpose Vices 
By W. RAWLES 


The machine vice seen at the right in the 
accompanying illustration weighs only 34 Ib., and 
has an opening of 2% in. between parallel jaws. 
Slots machined on all four sides of the base enable 
the vice to be clamped 
to the machine table in 
almost any angular posi- 
tion in the horizontal 
plane. Owing to the ab- 
sence of lugs on the vice, 
the clamp bolts do not 
interfere with the work 
or cutter. An adjustable 
stop at one side, facili- 
tates cutting materials 
to length. 


(Right) Machine Vice 
with Slotted Base and 
End Stop. (Left) Vice 
Equipped with a Parallel 
and Special Gripping 
Members for Holding 
Parts of Irregular Shape 


A similar vice, seen at the left, has tapped holes 
in the top surfaces of the jaw supports, whereby 
steel parallels ‘can be mounted to take work up 
to 5 in. wide. In addition, the sliding jaw member 
has T-slots to enable gripping members of suitable 
shapes to be fitted for holding workpieces with 
irregularly-shaped profiles. 
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Wiedemann Fine Boring Machines 


The fine boring machines of unit construction permit of boring closely-spaced holes. It is here 
built by Wiedemann K.G., Diisseldorf, Germany, shown set-up for fine boring, at a single setting of 
are available in vertical and horizontal designs of — the work, the crank and gudgeon pin bearing holes 
different sizes, and with single and 
multiple spindles. 

Mounted on flat guidewavs, the boring 
heads are driven by pole-changing motors 
through V-belts and stepped pulleys. This 
arrangement gives a total of 6 spindle 
speeds, and the nitrided steel spindles 
run in sleeve-type bronze bearings, which 
can be adjusted for wear. Cutting feed 
is applied to the boring head by mechani- 
cal means, and 6 different rates, usually 
from 0-0016 to 0-0032 in. per rev., can 
be obtained by pick-off gears. Alterna- 
tively, other feed ranges can be provided 
to suit requirements. The machines are 
designed for operation on an_ electro- 
mechanically controlled automatic cycle, 
during which the boring head is rapidly 
traversed towards the work, the spindle 
drive is engaged, the feed is applied, the 
spindle is stopped, and the head _ is 
rapidly returned. 

The type EF22GV horizontal machine 
shown in Fig. 1 incorporates two spindle 
heads which are mounted at opposite sides 
of the central work-holding fixture, and Fig. 2. Wiedemann Type EF212 2-spindle Single-ended 
are off-set in relation to each other to Fine Borer 





of connecting rods to close tolerances for 
diameter and centre distance. Spindle 
speeds up to 3,000 r.p.m. can be provided, 
and the stroke of the boring head is 
10% in. The distance from the surface of 
the table to the centre of the tool spindles 
is 8 in., and the spindles can be spaced at 
centre distances up to 6 in. A working 
surface of 12 by 28 in. is provided on the 
table. 

In Fig. is shown a_ single-ended 
2-spindle machine, known as the type 
EF 212, equipped with spindle heads of 
the same type, which enables fine boring 
to be carried out on bores with centre 
distances ranging from 5 to 10 in. The 
working surface of the T-slotted table is 





9 





24 by 18 in. A_ similar machine, 
designated type EF22V, is available which 
Fig. 1. Wiedemann Type EF22GV 2-spindle Horizontal permits holes with centre distances from 


Fine Borer 8 to 25 in. to be bored. 
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Fig. 3. An example from the Wiedemann Range 
of Vertical-spindle Fine Boring Machines 


The range also includes a type EF21 horizontal 
single-spindle fine borer, with an 18%- by 10%-in. 
T-slotted work table, which can be adjusted 8% in. 
horizontally and 10% in. vertically, by hand. A 
dial indicator is fitted for use in conjunction with 
slip gauges to facilitate accurate table setting. 

Intended primarily for boring the larger diameter 
holes, and for handling parts such as motor-car 
cylinder blocks, the vertical machines are available 
in three sizes with a maximum of six boring 
spindles, which can be adjusted for centre dis- 
tance. One of the vertical machines—the type 
ZB8002V—fitted with two spindle heads for fine 
boring cylinder blocks, is illustrated in Fig. 3. The 
stroke of the boring slide is 34 in. and the centre 
distance of the spindles is adjustable from 8 to 
16 in. Spindle speeds from 75 to 750 are provided, 
and the 55- by 20-in. work table has a travel of 
39% in. longitudinally and 4 in. transversely. 

Different ranges of steplessly-variable spindle 
speeds can be provided to suit requirements, and 
since the machines are intended for long produc- 
tion runs, there is normally only one feed rate. If 
required, pick-off gearing may be incorporated in 
the drive to enable the feed to be changed. 

Elgar Machine Tool Co., Ltd., 172-178 Victoria 
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Road, Acton, London, W.3, who are the agents in 
this country for Wiedemann fine borers, inform us 
that a vertical 2-spindle machine was recently in- 
stalled in the works of the Caterpillar Tractor Co., 
Ltd., Glasgow. 


Trade Publications 


Lincotn Execrric Co., Lrp., Welwyn Garden City, 
Herts.—Leaflet describing the new LR.150 SAE. 150-amp. 
portable welding unit, which has been specially designed 
to be used with, and driven by, a Land Rover vehicle. 

J. Corus & Sons, Lrp., Regent Square, Gray’s Inn 
Road, London, W.C.1. Lists No. 306, 307, and 308, 
covering the company’s range of pallet type trucks, 
Mota-Veyors and conveyors. 

PRECISION COMPONENTS (BARNET), Lrp., 13 Byng Road, 
Barnet, Herts. Leaflet describing the Kabi 2B.A. and 
O.B.A., types U.30 and U.60, unit terminal blocks. The 
U.30 type is moulded in 4-way units, and the U.60 in 
single units, the latter being suitable for building-up as 
multi-way banks on steel channel-section bearers. 

Equipment & Services, Lrp., The Fairway, Bush Fair, 
Harlow New Essex.—Leaflet describing the type 
TBT unit, recently introduced by the company, which 
provides for automatic timing of tea break periods. Opera- 
tion can be initiated by pressing a start push button or by 
an electrical impulse from external contacts. <A circuit, 
An interval of 10 min. 
then elapses, after thich the circuit is again closed for 5 sec. 


Town, 


usually to a bell, is closed for 5 sec. 


ALEXANDER DuckHam & Co., Lrp., Hammersmith, 
London, W.6. Booklet entitled Progress in Lubrication, 
which reviews the company’s technical developments and 
A section is devoted 
to the laboratory wherein radioactive materials are used 


activities during the past few years. 


to carry out research connected with the wear of cutting 
tools. Other items of interest include the development of 
a multi-grade motor oil, grinding fluids, press and drawing 
compounds and preservatives. 


Appison Exectric Co., Lrp., 10/12 Bosworth Road, 
London, W.10.—-Illustrated leaflet No. W2.58, describing 
the types 440M and 440A equipment for pre-heating wire 
which is to be insulated by means of extruded PVC, 
polythene, or foam rubber, for example. The wire is 
heated by passing an electric current through a short 
section as it is fed continuously between special contact 
rollers which are provided with carbon contact brushes. 
Reference is also made to the type 425 portable wire 
temperature indicator. 

Cuxson, Gerrarp & Co., Lrp., Fountain Lane, Old- 
bury, Birmingham. Fully-illustrated catalogue No. 44 
entitled “‘ First Aid Requisites.”” The first part of this 
catalogue is devoted to industrial first aid regulations, and 
incorporates the relevant paragraphs from the Factories 
Act, 1937. Details are given of the first aid requirements 
for various industries, and the remainder of the catalogue, 
which extends to a total of 165 pp., is devoted to a descrip- 
tion of the very wide range of first aid products offered by 
this company. 
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News of the Industry 


Manchester and District 





RepuCED DEMAND FoR P1G-IRoN.—The cautious 
buying policy as regards all grades of pig-iron still 
prevails in the Lancashire area and there are no 
signs of an expansion in demand at present. With 
many foundries operating below capacity, and 
with the various grades of pig-iron readily available 
for despatch from the Derbyshire and Staffordshire 
blast furnaces, there is little incentive for con- 
sumers to place forward contracts. A fairly steady 
call for haematite pig-iron is reported, also for the 
various grades of finished iron materials, and quota- 
tions are maintained at the recent levels. 


RestricreEp Buyinc or STEEL.—There is a 
steadily maintained pressure for deliveries of heavy 
steel plate s and the larger diameter mild steel bars, 
but sections of the steel trade would welcome new 
business. Rollers of both light and heavy struc- 
tural steel materials are affected by the current 
slackening of demand. Semi-finished materials 
for the local wire-drawing industry and forges are 
moving fairly steadily, but in all directions con- 
fidence in an early return to busier conditions 
appears to be lacking. As the annual holiday 
season approaches there is a general feeling that 
any upward trend in consumption will be delayed 
until the autumn. 


Marrerson, Lrp., Shawclough, Rochdale, re- 
port a good demand for electric hoists and over- 
head electric travelling cranes, with _ lifting 
capacities from 1 to 10 tons, and spans up to 67 ft. 
Our attention was drawn to the new designs of 
electric hoist blocks of 1- and 3-ton capacities, 
which are built in both standard and low head- 
room types, and we hope to make further reference 
to them in due course. Another innovation is a 
10-ton crab of monobloc construction. repeat 
order has recently been received from the National 
Coal Board for a special hoist winch, and we noted, 
nearing completion, 14 one-ton air-operated cranes 
for use on board ship for cargo handling. 

The machine tool and gearbox section is 
experiencing a continued demand for the No. 11 
and No. 12 thread milling machines, which are 
marketed by Dowding & Doll, Ltd., 346 Kensing- 
ton High Street, London, W.14, and for spur and 
bevel gear cutting attachments for use on shaping 
machines. Gearbox orders cover standard 2-, 3-, 
and 6-speed types, as well as special units. Among 


the latter, we noted, in course of development, a 
24-speed gearbox to give speeds in arithmetical 
progression. For transmitting 10 and 30 h.p., the 
units will have input speeds of 1,000 r.p.m. The 
latest addition to plant at these works is an Asquith 
5-ft. O.D.1 radial drilling machine. 


OrMEROD ENGINEERS, Ltp., Shawclough, Roch- 
dale, are experiencing a steady call for a variety 
of repetition machining work, which includes 
turning, thread milling, splining, and hobbing 
operations. Orders are also in hand for Shirley 
metering pumps for the textile and chemical in- 
dustries, special control boxes, emulsifiers, and for 
a batch of 24-in. diameter wheel portable swing- 
frame grinders, of new design, which are being 
built under sub-contract for the Universal Grind- 
ing Wheel Co., Ltd., Stafford. The company’s 
secretary, Mr. R. Drake, has recently been 


appointed general manager at these works. 


ButTeERWORTH BritisH AUTOMATIC MACHINE 
Toot Co., Lrp., Lincoln Street, Rochdale, are 
engaged on both home and export orders for bar 
automatics with capacities of 1%, 2 and 2% in. 
diameter, including both mechanical and hydraulic- 
type machines. We may note recent export orders 
from India and Australia. 


Frost (ROCHDALE), Lrp., Crawford Street, Roch- 
dale, report a steady home and export demand for 
their various types of sheet metal working 
machines. Orders in hand cover guillotine shear- 
ing machines ranging from treadle types up to 
8 ft. by % in. capacity; plate bending rolls up to 
8 ft. } capacity; and folding machines up 


by im. ¢ 
to 8 ft. by % in. capacity. 


Joun Hoiroyp & Co., Lrp., Milnrow, Rochdale, 
are busy with a variety of gear-cutting work, and 
a wide range of types and sizes of worm gear 
reduction units, destined for all parts of the world. 
On the machine side we may note orders for worm 
wheel hobbing machines, rotor milling machines, a 
vertical spindle plano-milling machine for opera- 
tions on aluminium slabs using inserted blade 
cutters, and woodworkers’ tool grinding machines. 
On sr account we may note recent orders from 
the U.S.A., Germany and Japan. Manesty tabletting 
mac hine ’s are in brisk demand and the firm’s Holfos 
bronze department is busy on centrifugal castings. 
Various additions have been made to the machine 
tool plant since our last visit. 
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Large David Brown Pinion and Rack for Tilting a 35-ton Basic Bessemer 
Steel Converter at the Corby Works of Stewarts & Lioyds, Ltd. 


Davip Brown INpustries, Ltp., Jackson Divi- 
sion, Salford, Manchester, have recently supplied 
the machine cut rack and pinion, shown in the 
accompanying illustration, for tilting a 35-ton basic 
Bessemer steel converter at the Corby (Northants) 
plant of Stewarts and Lloyds, Ltd. ' The pinion, 
which weighed 5% tons when finish machined, was 
cast and cut at the Salford works, and the 74-ton 
rack was cut from a solid forging. Operations on 
the latter component included boring and turning 
the spigot end, and machining a cotterway. The 
ladle trunnion will extend on one side to carry 
the pinion, and the rack will be 
hydraulically. 


driven 


H. B. 


The South West 


LLEWELLINS Macutne Co., Lirp., King’s Square, 
Bristol, who were established here during the latter 
half of last century, are experiencing a regular 
demand for their watchmen’s patrol clocks from 
firms and government departments in all parts of 
the world. A comprehensive plant for the produc- 
tion of all types of gears, with the exception of 
spiral bevel and double helical types, is installed 
in the works, including machines by Pfanter, 
Gleason and Fellows. Work undertaken ranges 
from fine pitch gears used in aircraft instruments 
to large spur gears up to 4 ft. diameter. 
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W. H. Mittier & 
Co., Lrp., 272 South- 
mead Road, Bristol, are 
well established in their 
new works to which they 
moved from nearby 
Kelston Road. The 
volume of orders is well 
and work 
includes a 


maintained, 
in progress 
wide range of gears, the 
production of which is 
the firm’s principal 
activity. Among the 
installed for 
this purpose are Gleason 


machines 
bevel generators, 
Svkes hobbing machines, 
ind Fellows gear shaping 
machines. Worms up 
to 10 in. diameter can be 


I s€eCS- 


gear 


produced on a 
Bradner machine, which 
is provided with attach- 
ments for milling splines. 
This machine is 
extensively for the pro- 
duction of lead screws, some of which exceed 12 ft. 
in length. The company is on the A.I.D. approved 
list for gear manufacture. A well-equipped machine 
shop in which are installed centre, turret and cap- 
stan lathes; internal, external and surface grinding 
machines; and Delapena honing equipment; is 
being kept fully occupied with work for a wide 
variety of industries. 

Ray ENGINeERING Co., Lrp., Southmead Road, 
Southmead, Bristol, are still busy with the produc- 


used 


tion of an extensive range of moulded plastics 
handwheels and knobs, sold under the trade name 


Rencol, which are used by many makers of 
machine tools and workshop equipment. These 
products are made from phenolic resins and the 
yearly output is in excess of 1,000,000 items. In 
addition to these standard mouldings, special 
electrical fittings, of heavy current carrying 
capacity, are manufactured for marine applications. 
This company, which was founded 33 years ago, 
entered the field of plastics moulding five years 
later. 


New Fortuna Macuine Co., Lrp., Fortuna 
Works, Kelston Road, Southmead, Bristol, report 
a satisfactory demand for their skiving machines, 
hacksawing machines, and the recently introduced 
Limitax metal cutting which is now 
available in heavy-duty form and will cut bars up 
to 10 in. diameter and flats or sections up to 5 in. 


bandsaw, 
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by 15 in. Notwithstanding keen foreign competi- 
tion, it is stated, the company is maintaining its 
position in the export markets. 


NatsH Bros. & Co., Lrp., 124 Cheltenham 
Road, Bristol, are actively engaged in the design 
and construction of various types of press tools. The 
press shop, which forms part of this organization, 
is equipped with presses with capacities up to 100 
tons, and some of these machines are set up for 
long run production. 


A. & S. Osmonp, Lrp., 13 Dowry Square, 
Bristol, 8, report a satisfactory demand for their 
extensive high-speed abrasive wheel 
cutting-off machines, the largest of which is fitted 
with a 30-h.p. electric motor. Development work 
on new machines is continually in progress and in 
this connection it may be noted that one of the 
smaller machines, fitted with a 3-h.p. motor, can 
now be provided with a swivel-head, to facilitate 
angular cutting of tubes and other sections. This 
firm’s export order book remains satisfactory, and 
we understand that the demand from Canada for 
Osmond machines is well maintained, despite keen 
competition. 


range of 


Moore's (BourRNEMOUTH) Ltb., Wallisdown 
Road, Bournemouth, Hampshire, are busy with the 
manufacture of a wide range of engineering 
products, which includes vacuum and pressure ves- 
sels in stainless steel and light alloy for use in 
nuclear research. This firm has produced much 


Remote Handling Apparatus, made from Stainless Steel and 
Brass, for the Manipulation of Radio-active Material 
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specialized equipment required in connection with 
important atomic y installations and the 
accompanying illustration shows a remote handling 
device, which was supplied for manipulating radio- 
active material. The forked head, on the left, can 
be rotated and tilted, as required, by the assembly 
of shafts and gears which passes through a shield 
made of stainless steel and brass. This apparatus 
is normally provided with an electric motor drive. 

The works, which were completed two years 
ago, extend to 26,000 sq. ft. on a 3-acre site. Two 
Société Genevoise jig-boring machines, and a com- 


energy 


prehensive range of other modern machine tools 


are installed. F. W. H. 


New Films on Productivity 





Three new films on productivity were recently 
shown at the National Film Theatre, London, 
$.E.1, by the British Productivity Council, 21 Tot- 
hill Street, Westminster, $.W.1. 

“Method Study in the Office,” is the title of the 
first, which illustrates how clerical procedures, 
no less than industrial processes, can benefit from 
method study. By case histories for small and 
large organizations, it is shown that with careful 
collation of all facts, and by studying, analysing, 
and questioning them, greater efficiency and 
increased output can be obtained. An interesting 
example is afforded by methods used at the 
premises of Ronson Products, Ltd., where typists 
and mechanics are arranged on opposite sides of 
a conveyor belt on which parts re- 
quiring repairs are carried. While the 
mechanics attend to the parts, the 
appropriate paper work is dealt with 
by the typists. 

The second film is entitled “A 
Nation of Shopkeepers,” and is con- 
cerned with the use of the simple 
techniques of method study to lower 
costs and to provide greater satisfac- 
tion to both customers and staff in an 
ironmonger’s shop. 

In the third film, on “ Variety 
Reduction,” the principles of the sub- 
ject are briefly explained and it is 
shown how production costs may be 
lowered by discontinuing the manu- 
facture of products in a firm’s cata- 
logue that contribute least to the sales 
income. The action of the film takes 
place in a managing director's office 
where the executive staff are gathered 
to discuss proposals of a consultant. 
Arguments for and against a policy of 
variety reduction are forcibly ex- 
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pressed, and its implications for the design, 
production, sales, and accounting departments are 
considered. The film should be of particular 
interest to those concerned with management 
techniques. 

Copies of these films, in the 16-mm. size, can 
be purchased from the Council. Alternatively, they 
may be hired from the Central Film Library, 
Government Buildings, Bromyard Avenue, Acton, 
London, W.3. 


Darwins Kingfield Works 


The new Kingfield Works, Sheffield, of Darwins 
Bright Steels, Ltd., which were recently opened by 
The Rt. Hon. Lord Riverdale, J.P., have enabled 
the company to concentrate all their wire pro- 
ducing plant under one roof, and more efficient 
operation is thus permitted. Comprising five bays, 
each 112 ft. 6 in. long by 45 ft. wide, the wire 
mill has a floor area of 28,000 sq. ft., and there 
are additional buildings, for example, for stocking 
wire coils and for inspection. 
Plant in the heat treatment bay includes the 
spheroidizing furnace shown in Fig. 1, which was 
supplied by the Electric Resistance Furnace Co., Fig. 2. A View in No. 4 Bay, Showing the 
Ltd. Of the vertical, cylindrical, forced air circu- Schumag Machine for Drawing, Cutting, 
lation type, this furnace is rated at 350 kW. and Straightening and Polishing 
provides a maximum temperature of 800 deg. C. 
In addition, there are pit pot type vertical anneal- descaling wire and wire rod coils after treatment, 
ing furnaces by the above company and by Junkers. and the third to wire drawing. In the latter, the 
The second bay is devoted to cleaning or equipment comprises Farmer Norton 9-hole and 
t-hole wire drawing 
machines; a 26-in. hot 
wire drawing block 
which is driven through 
a Heenan & Froude 
coupling and has step- 
less speed variation from 
50 to 200 ft. per min.; 
and eight single wire 
drawing blocks. 
In the fourth bay 
there is a Crossley 8- 
block, wire drawing 
machine, and the Schu- 
mag combined drawing 
machine shown in Fig. 
2. This machine is 
employed for drawing, 
cutting, straightening, 
and polishing rounds, 
also for drawing, cut- 
ting, and straightening 
Fig. 1. The Spheroidizing Furnace (Electric Resistance Furnace Co., Ltd.) squares and hexagons. 
Installed in the Heat-treatment Bay at the Kingfield Works of Darwins The maximum pull is 
Bright Steels, Ltd. 6,600 Ib. 
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No. 5 bay is concerned with finishing and dis- 
patch, and among the equipment in this section 
may be noted a Wafios automatic wire straighten- 
ing and cutting-off machine with flying shear; a 
Robertson reeling machine; a Schumag centreless 
grinding and polishing machine; Scrivener and 
Lidképing centreless grinding machines; Speedax 
and Ballinger abrasive cutting-off machines; and a 
Canning wire polishing machine. 


Determining the Effects of Mechanization 
on Production Costs 
(Continued from page 63) 
struction of machines, to adaptability whereby 
obsolescence may be deferred, to preventive main- 
tenance, and to effective utilization. It is also sug- 
gested that accurate breakdowns will draw atten- 
tion to the material constituents of unit costs, and 
stimulate investigations of alternatives, different 
product designs, and more economical processing 
methods. 

Realization of all these benefits, however, will 
depend upon the development and application of 
more detailed accounting procedures than are now 
commonly employed. 


Obituary 





Mr. Huco Frye.—It is with regret that we record the 
recent death of Mr. Hugo Frye at the age of 79. In 1904 
he established the business which was subsequently formed 
into a limited liability company in 1921, under the title 
of B. Elkott & Co., Ltd., and held the position of chairman 
for more than 50 years. He relinquished this office to 
his son, Mr, Jack Frye, some three years ago, but remained 
a member of the board and continued to take an active 
part in the direction of this and the associated companies 
until the time of his death. 

B. Elliott & Co. were 
originally concerned prim- 
arily with the importation of 
American and Continental 
machine tools and engineer- 
ing equipment, but owing 
to Mr. foresight, 
machine tool production was 
begun in 1928, and this side 
of the business was actively 
pursued, with the result that 
by 1939 the machine building 
side represented a 
percentage of the 
business. 

On account of unsettled 
world conditions, the nucleus 
of the Victoria Machine 
Tool Co., Ltd., was formed 


Frye’s 


large 


Elliott 
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in 1937. This business made substantial contribution’ to 
war-time machine tool requirements and has subseyuently 
continued to expand. Two other manufacturing units 
have since been added to the Elliott Group—The Cardiff 
Lathe & Tool Works, Ltd., at Cardiff, and The Progress 
Drilling Machine Works, Ltd., at Maesteg, Glamorgan. 
In addition, machine tool building for the Group is 
undertaken by sub-contractors. Despite the expansion of 
the machine building side, Mr. Frye retained his interest 
in the machine tool import business, and in 1947 the Elgar 
Machine Tool Co., Ltd., was formed to take up agencies 
for machines that do not conflict with the Elliott range. 

At the same time he was fully alive to the importance of 
exporting machine tools and was actively concerned with 
the establishment of a comprehensive sales organization 
which includes subsidiary companies in Canada, South 
Africa, and Australia. 

By reason of his long association with machine tools, 
Mr. Frye was well known in the metal working industries 
where he had many friends. 


Correction 





In MAcuinery 93/48—2/7/58, 
the activities of Rudolph Carne & Co., Ltd., and owing to 
a misprint the name of one of the milling machine makers 
The 
sentence in question should have read: *“‘ This firm has 
supplied many universal milling machines by Huron and 
Dufour...” 


reference was made to 


represented by the company was wrongly given. 
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Avutonops, Lrp., inform us that their address is now 
Rear of Old Court House, London Road, Ascot, Berks. 


E. J. Jack, Lrp., 154 Camden High Street, London, 
N.W.1, inform us that they can supply the split-race ball 
bearings described in Macuinery, 93/38—2/7/58. 


Evcar Macuine Too. Co., 
Road, Acton, London, W.3, 
distributors in the United Kingdom for the range of heavy 
duty bed-type milling machines and die sinking machines 
made by Droop & Rein, Bielefeld, Germany. 


Lrp., 172-178 Victoria 
have been appointed sole 


‘Tue Tin Researcu Instirute, Fraser Road, Greentord, 
Middlesex, have published the Summer issue of their 
quarterly journal “‘ Tin and its Uses,” in which may be 
noted articles concerned with the use of printed circuits 
for television sets, and the use of tin in atomic fuel elements. 


An Auction SALEs OF Macuine Toots, vehicle spares, 
and electrical and miscellaneous stores, from M.O.S. Sub- 
Depot, Lily Lane, Byley, Middlewich, Cheshire, will be 
held at New Islington Public Hall, Ancoats, Manchester, 
on July 29 and 30, The auctioneers will be J. H. Norris 
& Son (Dept. N.), 9 Albert Square, Manchester, 2. 


Dimco (Gr. Britain), Lrp., are now operating from 
offices attached to the warehouse building which they 
have already occupied for some time at 28 Wood Lane, 
Shepherd’s Bush, London, W.12, (telephone number 
Shepherd’s Bush 4401.) The former Oxford Street office 
is being retained, but all correspondence and telephone 
calls should be directed to the new address. 


Triptex Sarety Grass Co., Lrp., inform us that the 
name of the company has been changed to Triplex Holdings, 
Ltd., and that this latter company will, in future, control 
the investments in the subsidiary companies. These 
subsidiaries include, among others, Weldall & Assembly, 
Ltd., Stourbridge; Stern & Bell, Ltd., Birmingham; 
and Charles 8S. W. Grigg, Ltd., Hounslow, Middx. 


B.A.C. Bus Prepicror.—A useful “ predictor ” which 
has been introduced by British Aero Components, Ltd., 
Montague Road, Warwick, enables all the working 
dimensions of a bush (also its liner and locking screw, where 
appropriate) to be read off simultaneously through 
apertures, when a slider has been set to the bore size. 
The apertures are effectively associated with diagrams, 
and brief instructions are given. 


Steer, Perch & Tozer, P.O. Box 90, The Ickles, 
Sheffield, 1, a branch of The United Steel Companies, 
Ltd., inform us that they are to install a cold-rolling mill, 
complete with ancillary adjacent to the 
continuous medium-width hot strip mill at their Brinsworth 
This new plant, which will £1} m., is 
scheduled to be in operation in two years’ time. 


equipment, 


wo! ks. cost 


Roro-Finisu, Lrp., Mark Road, Hemel Hempstead, 
Herts, months’ maintenance 
agreement plan, whereby a trained service engineer will 


have introduced a_ twelve 
visit customers’ factories once every four months to overhaul 
and maintain Roto-Finish equipment. This agreement 


will be available initially for factories in the main industrial 


VOLUME 93 


areas. It is planned to extend the service to the whole 


of the United Kingdom in due course. The arrangement 
will be additional to a comprehensive free service, already 


afforded. 


Middlesex, 
been appointed distributors in the 


Winston Execrronics, Lrp., Shepperton, 
who have recently 
United Kingdom for the products of Beckman Berkeley 
and Berkeley Helipot, Richmond, Calif., U.S.A., are to 
hold a series of demonstrations of the electronic equipment 
made by these companies. These demonstrations are for 
directors, scientists, engineers, and chief executives, and 
will be held at the company’s works at Shepperton each 
day from July 15 to 18, inclusive, starting at 9.45 a.m. 
British, American, and 
attendance to explain and demonstrate the equipment. 


German engineers will be in 


Crompton Parkinson, Lrp., Crompton House, Aldwych, 
London, W.C.2, report that they are organizing an 
electrical engineering exhibition to be held at the 
M.A.N.W.E.B. Industrial Showrooms, 83 Paradise Street, 
Liverpool 1, from July 14 to 19. Exhibits will include the 
complete range of Crompton fluorescent lighting equipment 
and trunking; new Modulume 
ceiling; and two new speed indicators. Several 
of stud-welding equipment will be demonstrated, and there 
will be a wide range of electric motors on display, including 
types with series E insulation. 


a range of lamps; the 
types 


Time Rates of WaGes AND Hours or LAasour.—The 
twelfth edition of this publication compiled by the Ministry 
of Labour and National Service, has recently been issued. 
The main tables show, for the majority of industries and 
occupations, the minimum or standard, time rates of wages, 
the dates from which these rates became operative, and 
the normal hours of labour. 

Particulars are also given, where available, of the basic 
rates for pieceworkers, the additional rates payable to shift 
and night workers, and, where they are known to exist, 
of the arrangements for a guaranteed weekly wage or 
period of employment. Copies are obtainable from H.M. 
Stationery Office (price 15s., by post 15s. 9d.). 


Babcock Education Centre 





A new educational and training centre which has 
recently been opened, at the Renfrew works, of Babcock & 
Wilcox, Ltd., comprises a large administrative block and 
adjacent training workshops. Accommodation is provided 
for the teaching staff, and there is a lecture hall, with a 
seating capacity for 200 students, which is equipped with 
film, graphic 
which can accommodate up to 150 trainees, are equipped 
with a variety of machine tools and other training equip- 


ment, and there is a smaller lecture room on these premises 


slide, and projectors. The workshops, 


for talks on workshop practice. 

Three categories of training are provided, namely, for 
trade apprentices (craft training); for student apprentices 
(whose studies lead to an engineering degree and for 
graduate apprentices. The company’s training scheme has 
been in operation on an increasing scale for more than 13 
years, and there are now approximately 760 apprentices 


at Renfrew, at various stages of training. 
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Sir Alfred Herbert Scholarships 


A trust fund was established in 1956 by 
The Machine Tool Trades Association as a tribute to the 
late Sir Alfred Herbert, K.B.E., the proceeds of which are 
The 
award more than one scholarship in any one year and they 
will be of the order of £60 for tours within the United 
Kingdom, or £90 for tours embracing any country or 
countries on the continent of Europe. 





devoted to travelling scholarships. trustees may 


the tour is intended to be approximately four weeks. 

Successful applicants will be enabled to undertake a 
tour of the United Kingdom or the continent of Europe, 
with a view to expanding their knowledge of the design, 
production, or employment of machine tools. 

Awards will be offered annually, and are open to past or 
present students of the Coventry Technical College who 
have been educated by regular attendance at that College 
to the standard of Higher National Certificate (in engineer- 
ing), City and Guilds (Final 
They must also have 
standard satisfactory to the trustees and, for 1959 scholar- 


, or have comparable qualifica- 
tions. had practical training to a 
ships, must be between the ages of 21 and 27 years on 
November 1, 1958. 


Forms of application are available from the Principal of 


the Coventry Technical College and must be completed 
by November 1, 1958. 


Personal 





Mr. J. S. Canninc has been appointed to the board of 
Ransomes, Sims & Jefferies, Ltd., Orwell Works, Ipswich, 
as a non-executive director. 


Mr. W. E. S. Gitmour of 5 Western Way, Welling- 
borough, Northants, has been appointed a representative 
for William O. Bullock & Sons, Ltd., 126 Rodbourne Road, 
Swindon, Wilts., and will be responsible for the Eastern 
Area of England. 


Mr. WALTER W. JEACOCK, 
M.1.Prod.E., has 
pointed general manager of 
Coventry Gauge & Tool Co., 


been ap- 


Ltd., Coventry, in succession 
to the late Mr. Arthur J. 
Hewitt, O.B.E. Mr. Jeacock, 
who is well known in the 
engineering industry, joined 
the company as an_ ap- 
1921. He has 


held important administra- 


prentice in 
tion appointments and be- 
came works manager in 
1951. He is a 
the committee of the Coven- 
try Section of the Institution 


member of 


of Production Engineers. 


Mr. G. BLemmincs, 78 Hill Mr. W. W. Jeacock 


Lane, Blackley, Manchester, 
has been appointed representative for the North West 
Area, and Mr. M. J, Vivian, 136 Northridge Way, Hemel 
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Hempstead, Herts, and Mr. D. F. Hiris, 197 Woodcock 
Hill, Kenton, Middlesex, as joint technical representatives 
for the South East Area, for Dean, Smith & Grace, Ltd., 
Keighley, Yorkshire. 


ance with the company’s policy of providing for direct 


hese appointments are in accord- 


representation in certain areas. 


Scrap Metals 





tLonpon.—{Prices per ton for non-ferrous scrap 
metals free from iron are as follows:—clean copper wire, 
untinned and free from lead and solder, £150; clean 
heavy copper, untinned and free from lead and solder, 
£145; second grade copper wire, £140; clean light copper, 
£135; braziery copper, £122; gunmetal, £125; brass 
mixed, £91; lead, net, £57; zinc, £28; cast aluminium, 
£82; old rolled aluminium £107; battery lead, £30; 
unsweated brass radiators, £75; hollow pewter, £495; 
black pewter, £365 

MIDLANDs. 
Midlands as well as in the remainder of the country are not 
improving, and merchants are hard pressed to 


-The very difficult trading conditions in the 


maintain 
scrap collections of grades for which markets have closed 
completely. 

The steel can be 
supplied from merchants’ yards by the first day or two of 


very limited allocations for heavy 
each week, and the purchase of oversize scrap for stock 
is therefore being Limited tonnages of 
hydraulically compressed scrap are being consigned to 


restricted, 


steelworks. 

Prices for scrap for use in the blast furnaces have fallen 
considerably and allocations are still small. The quantities 
of borings and chipped turnings forthcoming in this area 
are in excess of demand and merchants have found it 
necessary to reduce their buying prices in order to make 
allowance for stocking. 

No prices are being offered for light iron and destructor 
scrap, as such material cannot be Many 
loads of bushy turnings are being put down the “ tips” 
as permit labels cannot be obtained for delivery to works. 


moved at all. 


At Midland factories it is appreciated that scrap clearance 
is now more important than the monetary value, and by 
mutual agreement with the merchants clearing scrap, 
managements are prepared to accept reduced prices as 
the position changes. 

The foundry trade is quiet, and there is an abundance 
of short steel everywhere, 


scrap with stocks increasing 


daily. The same remarks apply to cast iron scrap. 


Current maximum control prices, delivered consumers’ 
works, are now: *Heavy steel No. 1, 217s. 6d.; *heavy 
steel No. 2, 196s.; *heavy steel No. 4, 207s. 6d.; *heavy 
steel No. 5, 195s. 6d.; light iron No. 8, 149s.; short turn- 
ings No. 9 (free from alloy), 167s. 3d.; light steel No. 11, 
164s. 3d.; bushy turnings, 117s.; short alloy turnings, 

.; short steel No. 2, 233s. 3d.; machinery cast, 


Prices may be increased up to 2s. 6d. per ton according 
to quantities tendered over a given period. 


* For use by Round Oak Steelworks, Brierley Hill, increase by 
is. 6d. per ton. 

+ George Cohen, Sons & Co., Ltd., 600 Commercial Road, E.14. 

> Subject to market fluctuations. 
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BRITISH MACHINE TOOL 
Gaperts 4 of now Machine Tools 


Automatic 
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(44) 


10,201 11,535 


| 14,700 24,839 


|183,830 |7,434 {220,256 
| (344) | 
|+ 4112) 4+23179 

(+1) 


} 


Screwing 
Machines 


Quan- 
tity. 

Cwr. 
and 
No. 


Value 


£ 





Total exports of reconditioned machine tools:—Quantity: No., 305; weight, 13,659 cwt.; value £64,445. 
Total exports of imported machine tools:—Quantity: No., 15; weight, 2,593 cwt.; value £54,851. 


_Tmperts of New Machine Tools 


Western Germany Sal 


Boring 
Machines 
Country sinietitiulalbis 
f Quan- 
tity. 
Cwr. 


Drilling 
Machines 


Gear-cutting 
Machines 


; Quan- 


tity. 


Quan- 
tity. Value 
Cwr. 
| and 
_No. — 


°! 
Origin Value Value 


£ 


259 (4) 18,200 725 (7) (2) | 9,666 


Grinding, 
Lapping and 


Honing Machines 


tity. 
wt. 

and 

No. 


~Quan- | 


Belgium 


| 3, 886 (65) 
567 


Quan- 
tity. 
Cw. 
and 
No. 


Value 


£ 


131,951 
20,951 


3,456 (43) | 


Automatic 
Lathes 


Value 


é 


137,762 


“| 1,043 (2) 
823 (7) | 


298 (6) 16,888 
70,583 
13,960 


35,437 
274, 630 


France 
Switzerland 
U.S. America 
Miscellaneous 


896 
40,310 
61,734 
31,628 


{287,470 


66,736 21 (4) 
7,509 | 31 (7) 
120,184 | 777 (18) | 


(3) | 4,946 
(1) 12,884 
730 (13) 


16,610 (110) 


27,739 : ata at 
| 
| 
| 1,196 (9) 


(6) | 27,496 


6,081 (97) 


Aeendmanes to previous a|counts | 
Western Germany ... a 
Switzerland - sa 
U.S. America ' -- ' - 


—30 





Total imports of reconditioned machine tools:—Quantity: No., 27; weight, 1,03! cwt.; value, £27,204. 
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IMPORTS AND EXPORTS (Classified) 
and Parts during March, 1958 


Planing, va mM 
Threading Milling Gear-cutting | Shaping and Prenees — Sawing Other Machine Tool 


Machines Machines Machines Slotting Machines Machines Parts* 
Machines | Machines 


Quan- Quan- Quan- Quan- Quan- Quan- Quan- Quan- 
Value | tity. | Value | tity. | Value | tity. | Value | tity. | Value | tity. | Value tity. | Value | city. | Value Quan-| Value 
| Cwe. Cwre. | Cwr. Cwre. Cwrt. Cwr. Cwr. tity. 
£ and £ and £ and £ and and £ and £ and £ Cwre £ 
No. No. No. No. . No. No. 
698 | 628 467 13,741 6 394 | 240 4,987 | 712 15,363 14,202 (5, | 165,560) 


(8) (5) 8) (17) (25) 
486 128 2,554 | j 1,206 36 1,529 2,154 | 77,995 46,254 |11, 378,769 
6 2) (48) 


= 20 ? nt 3) 194| 103 | 2,645 

329 | 795 o | 1, 4 | 9400 | | 784 804 27,830 | 136 | 15,770 |S, 209,467 

? 3 13,004 1,812 | 44 | 2,526 \1,069 | 31,674 

23,456 991 68,835 |7,799 | 214,322 

2,041 77 | 13,691 11,413 | | 132,033 

1,820 9,264 

4,441 | 270 | 6,701 |I, | 45,668) 

590 | 6 | 399| 31 1,973 

641,331 76 | 4,145 | 9,823 

100. 3,419 52 4,578 21,8481 

= 5,354 41 | 3,612 11, 43,406 

209 | 6881 443 | 8944) — 51 | 3,126 3, 124,112 

433 | 43,696) 5 199 | 6,959 > | a7%6| — 93 | 11,766 |3,436 | 193,626 
(4) (2) 2) (1) | 5) | 

71 | 2,342 | 6,318 : 93 | 6,154 1,093 | 46,742 


(1) (1) ) | 

ae | = | 36, | 625 | 14,285 5,788 - 5 1,098 3, 129,791 
(4) | (i) |} | 

| 19,401 - 39 3,503 |1, | 43,191 





} | ) | | | 
| 347 | 11,320 - 118 3,310 9,600 | - - - “ 19,602 | 236 | 24,219 /3, | 122,43 
} (ft) | ; (1) | ) | (34) 
270 | 13,796 | | S30 | 12,257 | | 9,868 | 659 | 11,264 103 | 2,566 | 471 | 23,364 |1,013 | 33,540 |6, | 229, 
(7) | (28) | 1) (12) | (7) (46) 


|2,155,7' 


} (i) | (69) ( | (31) | (42) (236) (1,783)| 


480 | 45,679 14233 170,115) $45 | 29,120 |3,135 | 79,856 6,073 |143,434|1,256 | 23,258 | 508 | 12,079 |7,132 281,267 |7,527 [262,025 |62,331 
(9) | | (60) | | 9) | 93) | | 


| — | — |+065 |+7,448/-24 |-116 |+475 |+9,675| —48 | -59 | -2 | -73 
| (+2) | (—1) | (+1) | | (—6) | | 

|—29 |—1,123] | — j4170 |+10065) — | Qs —337 |~4,006 |—457 |—7,078 | 

1(—1) | (+1) | | (-) 


Figures in parentheses denote number of machines. Not including machine-tool cutting parts. 








and Parts during March, 1958 





| Planing, Presses and 
Other Milling Shaping and Sheet Metal- Other Machine 
Lathes Machines | Slotting working Machines Tool Parts* 
ree a ae ” Machines Machines . 
Quan- | | Quan- | Quan- 
tity. Value tity. Value Quan- Value 
Cwe. | | wt. tity. 
£ and £ | and | £ Cwr. £ 
No. y | No. | 


| 
74,146 | 64 3,299 | 1,241 (25) | 38,148 |2,648(148)| 91,270; 962 67,822 
| 746 (7) | ‘278 | '397 (5) | 13,110 32 2,396 | 
27,941 | | 697 (1) | 958 | i ues 103 11143 
| 24.272 | 21 (2) | | 574(19) | 35,566 | 1,169 64,03! 
| 29.756 | 18 (1) 2,986 ee we 1,478 (7) | 133,030 1,452 144,033 
14 | 1,024(31) | 37,516 38 (1) 1,390 | 350(20)| 14,481 | 3,630(24) | 130,129| 726 30,050 | 


23,286 | 3,463(93) | 193,631 | 120 (3) | 7,675 | 3,055(55) | 92,523 |8,727(203)| 403,105 | 4,444 | 319,475 |36,716(641) | 1,777,884 
+19 —208 Ki 
—106(—2) | —9,872 i 

—83 (—2) | — 10,439 








Figures in parentheses denote number of machines. * Not including machine-tool cutting parts 
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Gearing Conference 





An International Conference on Gearing, arranged by 
the Institution of Mechanical Engineers, | Birdcage Walk, 
London, $.W.1, will be held from September 23 to 25 in 
the Institution building. There will be 
the first day, 
forms, stresses, 


sessions on 
concerned with gear tooth loading; tooth 
and failures; During the 
next day, the production aspects of gearing will be discussed, 
and the concluding sessions will be devoted to applications 
in industry. 

Some 
following may be noted: Excitation of Resonant Vibration 
by Tooth Meshing Effects; 


three 
and lubrication. 
36 papers will be which the 


presented, among 


Some Design Considerations 


Machine Tool Share Market 


MACHINERY 


VOLUME 93 


Affecting Performance and 
Gearing for Aircraft; 
Finishing Processes; Faster Hobbing of Gears with More 
Accuracy; Developments in Gear Machines; 
Quality Control of A Review 
of the Instruments 
Power Mounting; 
of the Reduction 
Aero-Engine; 
and Horojogical Movement Traino-Modern Methods of 
Analysis and Precise Adjustment. 

On September 22 and 


Reliability of High-duty 
Trends in Gear Cutting and 
Grinding 
Automobile Gearbox Gears; 
and 


Application of Gear Drives to 


Industrial Gear Drives; Development 
Turbine 


Highway Vehicles, 


Large Propeller 


Transmission Gears for 


Gear for a 


26 parties of delegates will visit 
firms and organizations concerned with gear design and 


production. 





Stock markets were very quiet during the period under 
review, but after being dull and uncertain for the most 
part, developed a rallying tendency and finished on a 
steady note, 

British funds and similar gilt-edged stocks were higher 
on balance. 

The commercial and industrial mainly 
subdued, and share prices generally drifted to lower levels, 
but some resistance was shown to the downward movement, 
and final prices were above the lowest. 

Among machine Edgar 


with modest improvements in most sections. 


sections were 


tool issues, Allen advanced 


| Middle 


COMPANY Price 


Abwood Machine Tools, Ltd. 
Armstrong, Stevens & Son, Ltd. 
Alien (Edgar) & Co., Led. ......... 
Arnott & Harrison, Ltd. oo 
Asquith Machine Tools Corp., Led. ... 


Birmingham ‘Small Arms Co., Led. + 


British Oxygen Co., Ltd. 


Brooke Tool ‘Manufacturing Co., Led. 
Broom & Wade, Lcd. 


Brown (David) Corporation Lrd 
Buck & Hickman, Ltd. 

Butler Machine Tool Co., Led. 
CV.A. Jigs, Moulds & Tools, Led. 


ee “tone & Co., Led. 


Clarkson (Enars.), Led. 
Cohen (George), Son & Co., Led. 


an MP AK Ys HONMUNMN 


Coventry Gauge & Tool Co., Ltd. ... 
Coventry Machine Too! Works, Lrd. 


Craven Bros. (Manchester), Led. ..... 
Ellioct (B.) & Co., Led. 


Export Tool & Case Hardening Co., 
L 


td. 
Firth Brown Tools, Ltd. 


ai. 
Greenwood & Batley, Ltd 48 /t4 


The Middle Prices given in the list are in several cases nominal prices only and not actual dealing prices. 
accuracy, but no liabiliiy can be accepted for any error. 


Ils. to 3ls.; Chas. Churchill, 3d. to 4s. 10$d.; Clarkson 
Engineering, 3d. to 12s. 6d.; Modern Engineering, 3d. to 
9s.; Geo. Cohen, 1 $d. to 12s.; John Harper. 14d. to 13s. 45d.; 
B. & S. Massey, I}d. to 8s. 3d.; Coventry Gauge & 
6d. to 14s. 3d.; Stedall & Co., 6d. to Gs. 3d.; and F. Pratt, 
74d. to 21s. 3d. On the other hand, British Oxygen lost 
6d. at 34s. 6d.; Churchill Machine Tool, 6d. at 17s. 3d.; 
and John Shaw & Son (Wolverhampton), 3d. at 12s. 44d. 

B. & S. Massey, Lrp.—Final dividend 7} per cent., 
making, with the interim, 
cent 


Pool, 


a total distribution of 123 per 


same). 


COMPANY Middle 


Price 
Harper (John) & Co., Led. d. 13/44 
Fre / q 13/l¢ 


Herbert (Alfred), Ltd. ................5. 


Holroyd (John) & Co., Ltd. 


4 


Jones (A. A.) & Shipman, Led. 
Kayser, Ellison & Co., Ltd. 


Kendal! & Gent, Ltd. 

Kerry's (Gc. Britain), Led. 

Kitchen & Wade, Ltd. 

Martin Bros. — Led. 

Massey, B. & S., 

Modern Rakai Machine Tools 
Ltd. 

Newall Engineering Co., Led. 

Newman Industries, Ltd 


! 


' 


Noble & Lund, Led. 
Osborn (Samuel) & Co., Ltd 


Pratt (F.) & Co., Ltd.” 
Scottish Machine Tool Corporation, | 


ii 


Led. 
Shardiow (Ambrosc) & Co., Ltd. ... 


Shaw (John) & Sons, Wolverhamp- 


' 


ton, Led. 
Sheffield Twist Drill & Steel Co., Led. 


Stedall & Co., Ltd. 
Tap & Die Corporation, Led. .. 


Wadkir, Led. 
Ward (Thos. W.), Ltd. 


Suune “" Land aunw NUNN ViVINn sAUYUYVAR UM 


namo 
=< x 
i , 


am 


Willson Lathes, Ltd. .........-..... iM eeamientonmed 1/- 


Every effort is made to ensure 


* Sheffield price. ¢ Birmingham price 
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hace; al: 
Wile © en” 
GOULDER 


9in. and I6in. (‘S’ Type) 
ROLLING GEAR TESTERS 


An uncomplicated and economical machine, designed for regular 
production duties in conjunction with gear cutting plant. 
Accurate and robust with all working parts shockproof. 
Sensitive spindle sealed against dust and moisture. Indicator 
graduated to0-0002in. for reading small errors. Capacity: I4in. 
(max.) diameter, 4-20 D.P. and 24in. (max.) diameter 3-16 D.P. 


Full details available on application. 





epee 0 08.668 Geo 
ke 


j. GOULDER & SONS LTD. KIRKHEATON ~- HUDDERSFIELD ENG. 








THE FIRST NAME ON 
ANY FILE 


GENUINE <STUBS FILES 


% The achievement of seven generations of 
craftsmen. 
GENUINE “STUBS FILES are produced in 
the same factory as GENUINE 2STUBS 
SILVER STEEL—both are accepted as a 
standard of quality throughout the 
world. 
GENUINE “£STUBS products are sold 
through all the best dealers. 

%* Insist on these quality goods by 

specifying GENUINE £STUBS. 


PETER STUBS LIMITED 
FOUNDED IN 1773 WARRINGTON: ENGLAND 


When answering advertisements kindly mention MACHINERY 
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HARGRAVE ROAD - MAIDENHEAD - BERKS 
Telephone: Maidenhead 5100 (10 lines) 
Telegrams: Grambon, Maidenhead 


FINE CONTROL 
VALVES TYPE II 
N.B pipe sizes 


i” to? 
CHECK VALVFS O.D pipe sizes 
All sizes up to 14” N.B. tol 


High Pressure Valves snd 2° O.D. 


ERMETO valves have been specially designed 
for ail kinds of oil hydraulic systems or with 
non-corrosive gases, in which fields they are in 
widespread use. 
‘ BONNET TYPE, 

Our full range of standard valves is far too {UT-OFF VALVES 
extensive to show here, but it covers many : r = “; av 

: P . » ‘ ‘ I pipe sizes 
‘out of the ordinary’ applications. In addition to 8 
we are always prepared to design and manufac- % BT suvr-orr vaivese: O-D vive sizes 
ture valves to individual specifications. 3 - fo TYPE IA 
N.B pipe sizes 
1° tol) 
O.D pipe sizes 
lj to2 


Literature and catalogues gladly sent on request 


Ali ERMETO vaives are tested to one-and-a-ha/f times the recommended worl-ing pressure 





STEPLESS VARIABLE SPEED GEARS 


al F} FOR THE MACHINE SHOP ‘ INDUSTRIAL & COMMERCIAL ENGINEERING 


_Chang eof 


AT A TouCcH - pores 
machinery 13 1 motion! 
%"° SPEED UP TO SLOW DOWN 


OB Og 


A COMPACT UNIT EASILY INSTALLED. 
AUTOMATIC BELT ALIGNMENT. 
USES STANDARD 'V' BELTS. LOW COST. 


Write for descriptive literature. 











Proprietors GIB Precision Ltd Barton Lane, Cirencester. 
Telephone: Cirencester 726/7/8 


When answering advertisements kindly mention MACHINERY. 
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CAPSTAN LATHES 


FOR 


SIMPLICITY AND SPEED 


A COMPLETE NEW RANGE WITH BAR CAPACITIES FROM 
i" TO 1," DIAMETER 











No. 1525 
1,” capacity lathe with power 
feed to capstan slide 


A SIMPLE LATHE— peat For UNSKILLED LABOUR 


EXTRA QUICK REVERSALS — PRODUCING MORE COMPONENTS 
PER MINUTE 


SEND FOR 
SECTION 5M 


CATALOGUE CHARLES ay\ dle)? 


(BIRM™)LTD 






TELEPHONE MIDLAND 0083-45 BIRMINGHAM.5. ENGLAND 


When answering advertisements kindly mention MACHINERY. o2 
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ces ecu: sans REEDS Se 


Specialists 


Sole Selling Agents for Home and Overseas: 
ASSOCIATED BRITISH mes 


OOLMAKERS LTD., 
THE CB) . 17 Grosvenor Gardin London S.W.! 
NEW FULLY AUTOMATIC, FRONT CUTTING COLD SAWING MACHINE 


CLIFTON & BAIRD LTD. 


Empress Works JOHNSTONE SCOTLAND 


Thos Wm Lench Ltd. 


PHONE: BLACKHEATH 1151 a L AC K H Ee ATH euA ACKHEA LACKHEATH, SIRHINGHAM 
: : BIRMINGHAM = 
ENCLAND. 























t Bolts. Screws. Rivets. 


When answering advertisements kindly mention MACHINERY 
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Power for many purposes. 
Power to drive your own plant 
efficiently, or to add further 
distinction to the equipment you 
make and sell. Power. As 
much (up to | h.p.) or as little as 
you need, in a wide range of 
mountings, but always with the 
reliability for which all G.E.C. 
engineering is famous. 

Power, from sturdy, dependable 
G.E.C. Fractionals. 

Most sizes and mountings are 
held in stock—that's another 
advantage of 

dealing with the G.E.C. 


G.E.C. manufacture many 
types and sizes of 

fractional motors for light 
industrial and domestic drives 
whether for your plant 

or products our engineers will 
always be pleased to help 

vou choose the right motor 
for the job. 


Fully detailed illustrated publication on application. y The Busy Bee from L£E.C. 





THE GENERAL ELECTRIC CO. LTD. * MAGNET HOUSE, KINGSWAY, LONDON, W.C.2 


When answering advertisements kindly mention MACHINERY. 
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~ CB 


Machine 
Specialists 


Sole Selling Agents for Home and Overseas 


ASSOCIATED BRITISH MACHINE 
TOOLMAKERS LTD., 


THE CB) 17G or Gardens, London S.W.! 
NEW FULLY AUTOMATIC, FRONT CUTTING COLD SAWING MACHINE 


CLIFTON & BAIRD LTD. 


Empress Works JOHNSTONE SCOTLAND 


Thos Wm Lench Ltd. 


PHONE: BLACKHEATH 1151 B L AC K Fi E AT a ans: ny LENCHONA, 
——— BIRMINGHAM SS 
ENCLAND. 























| Bolts. Screws. Rivets. 


When answering advertisements kindly mention MACHINERY 
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Power for many purposes. 
Power to drive your own plant 
efficiently, or to add further 
distinction to the equipment you \ / G.E.C. manufacture many 
make and sell. Power. As types and sizes of 
much (up to | h.p.) or as little as 5 a fractional motors for light 
you need, in a wide range of industrial and domestic drives 
mountings, but always with the , Re. whether for your plant 
reliability for which all G.E.C. J ‘ he, \aalll or products our engineers will 
engineering is famous. F ae always be pleased to help 
Power, from sturdy, dependable “ vou choose the right motor 
G.E.C. Fractionals. = ' for the job. 
Most sizes and mountings are 
held in stock—that’s another 
advantage of 
dealing with the G.E.C. 


Fully detailed illustrated publication on application 





THE GENERAL ELECTRIC CO. ‘LTD. 
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The ee lal" Sula 


NORTON A.P.!I 
AIR PRESS 


* ONE TON CAPACITY 


FOR ALL FORMS OF RAPID LIGHT BLANKING. 

PIERCING, RIVETING AND ASSEMBLING OPERATIONS 
Powered by a 3in. dia. cylinder, it gives a 

one ton blow on an air line pressure of 80 Ibs. p.s.i. 


FOR HAND OR FOOT OPERATION 
STROKE (ADJUSTABLE) 


BASE TO RAM WHEN UP 
CENTRE TO BACK 


T. NORTON & CO. LTD. 


MANUFACTURERS OF HAND, FOOT & ARBOR PRESSES FOR OVER 50 YEARS 
CARVER STREET, BIRMINGHAM, |. Phone CENtra! 4325/9. Grams NOTRONCO, B'ham. 
@eeeeeoeeeoeoeneeeeeeeeaeeeeeeeeeeoe eee eee 


JIG GRINDING 


ENABLES BORES IN HARDENED COMPONENTS 
TO BE CORRECTED FOR SIZE AND LOCATION 


The “B. & T.”” jig grinder simply slips into your jig borer spindle and 
rotates with a planetary motion. Bores are generated round and true and 
can be spaced in exact relation with each other. Dust is removed by an 
extractor and careful tests over long periods have proved that no harm is 
caused to the machine. 

Everyone who owns a jig borer should be conversant with this new 
development. Write for a copy of our new catalogue. 





GQRMAVAMLELIEL  LELWEE EI ge EE YY 
VOYEWALLLDELRO DALE TEI RAEY 


B « T sic GRINDER 


MANUFACTURED BY 


BONEHAM & TURNER LTD. 


MANSFIELD . NOTTS. 
TELEPHONE : 896 (6 lines) 
TELEGRAMS : STAMPERS, MANSFIELD 
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THE 


SHARDLOW 


VERNIER HEIGHT GAUGE 


BRITISH PATENT No. 603347 





SHARDLOW MICROMETERS LTD. 


350, PETRE STREET : SHEFFIELD 4 
"Phone: SHEFFIELD 386951'2 ‘Grams: MICROMETERS SHEFFIELD 


MACHINERY 


. » »« MORE RAPIDLY 


Flush fitting vernier scales to eliminate parallax 
thus avoiding errors of setting and reading. 


Sliding vernier head has rapid traverse with geared fine 
movement for final setting. 


Exceptionally clear graduations and matt chrome finish 


ensure easy and accurate reading under all lighting 
conditions. 


I Lever for engaging 3. 
traverse 


Clamping screws with 
spring-loaded pads. 
2. Fine setting control, 4 Rapid traverse knob 
Supplied complete with scriber, offset scriber for zero 
reading, hardened rod for depth measurements, and 2in. 
gauge block, complete in hardwood case. Additional 
accessories for clamping indicators are also available. 


RANGE 





ENGLISH METRIC 
I2in. 320 m/m 


18in. 470 m/m 





24in. 620 m/m 








When answering advertisements kindly mention MACHINERY 
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ROLLER 
BURNISHING 
ATTACHMENTS 


Mounted on an ordinary lathe, this burnishing attachment 
will produce results of the highest accuracy and finish. 
Surface roughness can be reduced to less than 5 micro- 
inches, and the process gives a hardened skin resulting in 
very much increased wear resistance and tensile strength. 
One pass only is required and output is extremely high. 
Four sizes covering work from $in. dia. up to 30 in. dia. 


VAUGHAN 


ASSOCIATES LIMITED 


4 QUEEN STREET, CURZON STREET, LONDON, W.1 
Telephone : GROSVENOR 8362-5 


Midland Office: WILFORD CRESCENT, NOTTINGHAM 
Telephone : NOTTINGHAM 8280093 





polygon tool box 


cuts hexagons, octagons, squares or other 
shapes in ONE operation, saving time and 
money and speeding up production. 

With the Polygon Tool Box in your machine 
shop, you can do three times more work than 
normal. 


Write today for a copy of the booklet on the 
Chatwin Polygon Tool Box. 


THOMAS CHATWIN & CO. 


Great Tindal! Street, Birmingham, 16 
Tel: Edgbaston 3521 

London Office: 25, Hanover Square, W.1- 
Tel; Mayfair 8783 


operations in ONE! 


am 
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AS you want it.... 


WHEN you want it.... 
~ WHERE you want it... 


Loading a crankshaft into a Fay automatic lathe with a 


Martonair hoist After approximate positioning, the 
work may be manoeuvred and clamped without further 
operation of the contrc! valve 

. 


HAVE A UNIQUE BALANCE EFFECT 
FOR MACHINE LOADING 


The balance effect of Martonair hoists, whereby the load can 
be raised or lowered several inches manually without recourse 
to the control valve, simplifies machine loading and assists 
accurate alignment. Variable speed, from a creep to the 
maximum, ease of operation and simple maintenance make 
Martonair hoists indispensable in machine shops. 


FULL DETAILS ON REQUEST FROM: 
MARTONAIR LIMITED, PARKSHOT. RICHMOND, SURREY, ENGLAND. Tel: RICHMOND 2201 (6 lines). 
AD 13 





When answering advertisements kindly mention MACHINERY. 
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HEAVY PLATE WORKING MACHINERY 


FOR CUTTING AND FORMING HEAVY STEEL PLATES 
ARE NOW AVAILABLE FROM THE CONTINENT 

We have the sole agency in the 

United Kingdom for Heavy Guillo- 

tines, Bending Rollers, Press Brakes, 

Hydraulic Presses and machines for 

shipyards, boiler makers, etc., deal- 

ing with plates up to 2in. thick. 

Quotations will be sent on receipt of 

your needs. 


—lIllustrating 
THE HEAVY GUILLOTINE 
SHEARING MACHINE 


Model NTH 250/16, 8ft. 4%in. cutting OFFERED 
width for mild steel plate up to in. = EX-STOCK 
thick. It weighs 17}? tons and is equipped ee 

with an automatic material holddown J : 

and all the necessary gauges for square ; a. ee prior sale 
and accurate cutting. The machine is .. 

the conventional overcrank type and carries a self-contained 

motor drive for normal three-phase supply. 


Agents in the U.K. for Serojexport EDWARDS HOUSE, 359-361 EUSTON RD., LONDON, N.W.! 

Tel: EUSton 4681 & 3771 Telegrams: Bescotools, Norwest, London 

dw ards Lh LANSDOWNE HOUSE, 41 WATER ST., BIRMINGHAM, 3 
Telephones : Central 76068 Telegrams: Bescotools Birmingham 3 





SLEEVES & SOCKETS 


FOR EVERY OOTY 


Specialised production methods ensure the highest quality and 
accuracy. internal and external tapers are guaranteed to standard 
Morse Gauges. 

OIL TOUGHENED SLEEVE ground on outside taper and reamer 
finished on the inside, ensuring an accurate high-class product at 
a moderate price. 

HARDENED AND GROUND SLEEVES case hardened throughout 
and ground on inside and outside. Do not bruise or burr and 
therefore protect the machine spindles. 

EXTENSION SOCKETS supplied in the above two qualities. 

BLANK END SOCKETS supplied soft with turning plug. 

CAPSTAN SOCKETS supplied in the hardened and ground quality only 
FULL RANGE OF TYPES AND SIZES AVAILABLI. ‘MMEDIATELY FROM STOCK 





THE MOORE MANUFACTURING CO. LTD. 
PROGRESS WORKS - LAISTERDYKE - BRADFORD 4 - YORKS 


"PHONE : BRADFORD 64365-6 "GRAMS : MOORANCO, BRADFORD 








When answering advertisements kindly mention MACHINERY 
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the heart 


of your 
machine 


tools 


Machine tools depend to an increasing 

extent for their efficiency upon the condition 

of their hydraulic systems. It is, therefore, 

essential that they should be,serviced regularly with 

the proper grade and type of hydraulic oil. Fletcher Miller 

are the acknowledged experts in this field and our Technical 
Representatives are always pleased to advise on particular lubricants. 

Our booklet “ Machine Tool Lubrication” contains important data on 
this subject. Have you read a copy? It’s free on request. 


SOMKOsI MARNE Machine Tool Lubricants 


ALMARINE FOR ALi GREASE POINTS VETA FOR HVORAULIC SYSTEMS GENERALLY GENA TWE MACHINE TOOL LUBRICANT 


FLETCHER MILLER LTD., ALMA MILLS, HYDE, CHESHIRE. 
Telephone: HYDE 3471 (5 LINES) Telegrams : EMULSION, HYDE 


Also at LONDON, WEST BROMWICH, NEWCASTLE-ON-TYNE, CARDIFF, GLASGOW AND BELFAST 
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MACHINERY 


With these products, when rivets need 
to be headed close up against an angle 
or shoulder and when tight or loose 
heads are needed, the T.T. Rotary 
Vibrating Riveting Hammers should 
be your choice. The range copes with 
rivets from under jin. to jin. diam. 

in mild steel. Send us a sample 

of your product for completion. 

Snaps, anvils, tables and fixtures 


to suit requirements can be supplied. 


YOU NEEDTHIS 


T U R Bad E R We illustrate Model 
R.H.14. MD Standard 
MACHINE TOOLS LTD Machine (12 in. throat 
63-68 PRINCIP ST BIRMINGHAM: 4 model available) fin. cap 





99 


BRITISH MAD= 


TWIST DRILL 
SHARPENING MACHINE 


% SIMPLE — FOOLPROOF 
% NO BUSHES NEEDED 
% ANGLE ADJUSTMENT FROM 60° TO 180° 
% BACKING OFF ADJUSTABLE AS REQUIRED 
qin. to tin. Capacity 

fin. to 2in. Capacity 


Two Sizes 


WRITE NOW FOR COMPLETE DETAILS - 


H. D. M U RRAY LTD., 17 & 21 QUEENSWAY, PONDERS END, ENFIELD. MDX. Telephone : HOWARD 2671-2 " 


























When answering advertisements kindly mention MACHINERY. 








July 9, 1958 MACHINERY 


installation is saving 


eee DE LAVAL Be 


of 


 GUTTING OIL 
ANNUALLY 


This De Laval Type 3034 Equip- 
ment has been installed for the 
continuous recovery and clarifi 
cation of the cutting oils being 
used by a batch of Automatic 
lathes in the Machine Shop of 
the Reproductive Engineering 
Co. Ltd., South Woodford, Essex 
The overall economies being 
effected by this plant can be 
gauged by the fact that a total 
of 3,000 gallons of cutting oil 
was saved within a period of 
12 months. Many De Laval users 
have found that a really clean 
cutting oil has brought about 
improved surface finish of com- 
ponents besides considerably 
lengthening the life of the tools. 


HOW MUCH GAN 
IT SAVE YOU? 


SPECIALISED EQUIPMENT FOR THE 
CENTRIFUGAL TREATMENT OF MACHINE 
SHOP OILS, COOLANTS AND SOLVENTS 


Ask for 
details of 


Factory Equipment Division A 
ALFA-LAVAL COMPANY LIMITED : GREAT WEST ROAD : BRENTFORD : MIDDLESEX . 


Smee s Di. 405 
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ineep up-to-date with this new range of 
Teddington pneumatic gauging equipment 


Backed by the considerable experience of two 
world famous organisations—Teddington in auto- 
matic controls and Moore Products of Philadelphia 
in pneumatic gauges—this highly advanced 

range of pneumatic gauging equipment covers all 
manual and automatic gauging requirements 
including automatic machine control. 

Accuracy, speed, simple operation and robust 
reliability are typical of the outstanding 
advantages of this equipment. 





Manual Single and multiple gauging of dia- 
meters, taper, thickness, straightness and 
other dimensions 


The principles of operation, compre- 
hensive details of Teddington 
Automatic High speed multi - dimensional | equipment, and information about 
gauging with automatic segregation of work manual and automatic systems is 
and feed-back signals for machine control. | contained in the new Teddington 

ma Air Gauging Manual, No. PG 12. 
Machine Control ‘In process” or ‘post process” Necibe mote for your copy 
gauging with 5 stage feed-back signalling. 


Teddinglon Pneumatic Gauging He 


@ L.} 
TEDDINGTON INDUSTRIAL EQUIPMENT LTD., SUNBURY-ON-THAMES, MIDDLESEX és fs 


Telephone : Sunbury-on-Thames 609 (9 lines) ee 





INTOX 


SINTOX industrial ceramic has a _ remarkable 
resistance to abrasion, making it particularly 
valuable for use at points where rapid wear presents 
a problem. Second only to diamond in hardness, 
its other main features are its smoothness, electrical 
insulating properties and excellent thermal con- 
ductivity. 

SINTOX can be used with complete success where 
many other materials would break, corrode or wear. 
Applications include cutting tools, thread guides, 
fairleads and bushes in cable and wire-rope machinery 
arc-welding shields, etc. 


THE HARD CERAMIC 


SINTOX 


Sintox Technical Advisory Service 

This service is freely available without obligation to 

those requiring techrfical advice on the application 

of Sintox Industrial Ceramics. Please write for SINT MANUF 

booklet or any information required enclosing blue OX IS ACTURED BY 


_ print if available. LODGE PLUGS LTD., RUGBY. @ 
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CHOOSE MEM AUTO-MEMOTA 
the starter that’s been proved all over the world 


A HUGE TOTAL of Auto-Memota most vital duties. Fitted with indirectly 


| 
starters is now in service in all kinds of | heated thermal overload trip on each 
industries all over the world. The | phase and inherent no-volt release. 
Auto-Memota has proved its ability | Made in direct and star-delta types 
| 


to protect electric motors on even the | for motors up to 15 HP. 


MIDLAND ELECTRIC MANUFACTURING COMPANY LIMITED TYSELEY ° BIRMINGHAM 11 
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r4°re 


oR mmoReoR Rota hol a mm choked os | 


for most bar-fed 


eats (ele) alist 


Here are self-explanatory reasons 
why users report increases up to 70% 


with the BIRFEED:— 


Reloading each bar takes only 7 seconds! 


Magazine capacity 12—-1” dia. bars 
BIRFEED (high-speed) adapted to suit ; 
electronically controlled automatic with ; Magazine loaded by unskilled labour 
hydraulically operated chuck i ; ‘ tages 
Noneed tostop machine while magazine is loaded 


Skilled operators can attend to more machines 
Random lengths of stock can be used 


Actual productive machining time is increased, 
and machine tool efficiency can often exceed 85 °/, 


BIRFEED attached to centreless 

grinding machine 

The BIRFEED Automatic Magazine Bar-feeding Attachment 
is readily installed: there is only one small modification 
necessary to the existing mechanism of a bar-fed machine tool. 
The BIRFEED is adjustable to the centre height of any 
machine. Standard BIRFEED attachments have been designed 
to suit the majority of modern capstan lathes, single-spindle 
screws, automatic lathes, and parting-off machines, but there 
are numerous other adaptations available to suit this 
outstanding equipment. Details of the BIRFEED models, 
including optional extras and adaptations will be 

forwarded on request. 


BIRFEED Mk. II feeding tubular stock 
to cutting-off machine 


BIRFEED Mk. II supplying single-spindle 


screw automatic lathe Ee - | - 4 : 
a i¢ a A § aed 


W aed 


be ke Birfeed 


BIRFEED MK. IIB (high-speed) in standard form, 
feeding bar stock to rotary wheel type cutting-off 








AUTOMATIC MAGAZINE BAR-FEEDING ATTACHMENT 


BIRFIELD TOOLS LIMITED - BOOMIN ROAD : COVENTRY 





lola 


Phone: Walsgrave-on-Sowe 2372 
MEMBER OF THE BIRFIELD GROUP 
a 
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milling cutters, reamers 
and ground thread taps 


STANDARD SIZES 

Manufactured of high speed 18° Tungsten Steel, 
carefully heat treated and precision ground. 

They conform strictly to British Standard Specification, 
but have the added advantage of being finished 

to top limits of tolerance, thus maintaining nonainal 
dimensional size after numerous re-grinds. 


J, ALDRIDGE A. A. JONES & SHIPMAN LTD. 


Narborough Road South, Leicester. 
Telephone : 823222 (8 lines) 


Telegrams: ‘Chuck’ Leicester. 





ANNOUNCING 
A MAJOR BRITISH DEVELOPMENT IN BEARING TECHNOLOGY 


Bearings are now available Three materials with different functions have been 
developed to assist those who wish to design machinery 


which operate . 
that avoids the use of lubricants. 


Completely dry or in most Thin steel strip with a porous bronze coating impreg- 
nated with a mixture of a fluoro-carbon (P.T.F.E.) and 


lead. Supplied in flat lengths or as finished bushes and 
thrust washers in a range of sizes. Available at low 
cost from stock. 


liquids 


Under heavy toads or high 


speeds DQ A fluoro-carbon (P.T.F.E.) strengthened with special 


fillers and supplied in bars and tubes. A range of 

diameters is available from stock. Non-standard or 

to + 250°C. irregularly shaped dry bearings can be simply machined 
from this material. 


At temperatures from —200°C. 


in the presence of dust or A process of applying an adherent layer about .002” 
DM thick utilising the bearing properties of a combination 

of fluoro-carbon and molybdenum disulphide to the 

Nearly 1,000,000 of these bearings are bearing surface of any ferrous part. Such parts must 

already running in a wide range of be sent to us for process. 

mechanisms from gas turbines to textile The basic material we use in all these bearings is the ‘‘Fluon” 

machinery. brand of Polytetrafluoroethylene supplied to us by I.C.1, Ltd. 


DU is a new development based on our original DP material 
DU which it now supersedes, and provides three times the 
load/speed carrying capacity of its predecessor. 


Information sheets giving guidance on use, maximum loads, speeds etc., are available free on request. TEL: PERIVALE 6611. TELEX: GLAMET, WEMBLEY 


THE GLACIER METAL COMPANY LIMITED - ALPERTON - WEMBLEY - MIDDLESEX 


abrasive particles. 
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-UNSURPASSED- 
PRODUCTION 
CAPACITY 


* ON SHORT OR LONG RUNS 





BUTTERWORTH 


HYDRAULIC 
AUTOMATIC 
* FOR BAR AND CHUCK WORK 


The many oustanding features of this machine ensure faster 

cycle times and lower costs per piece. . . even on short 

runs. No special cams are needed and the exceptionally wide 

speed range covers all materials, from light alloys to high 

tensile steels. Hydraulic feed conrol. Hydraulic chucking. BUTTERWORTH 

Hydraulic bar feed. 

Three sizes, with capacity for rounds of 1g", 2" and 24" BRITISH AUTOMATIC MACHINE TOOL CO., LTD. 
respectively. LINCOLN ST., ROCHDALE 


Hydraulic copy turning attachment and cross slide longitudinal 





turning attachment available. 


Other sizes and models = include: §" SD, {"-I re" SD, 
id" AG, 3" AG and 34" A 


Write for catalogue 
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RACK CUTTING SERVICE 


Rack supplied from 16 D.P. to 14 D.P. and 
corresponding circular and metric Pitches. 
Accuracy and high quality finish guaranteed. 
Complete supply of blanks available, but 
customers material used, if preferred. 
Estimates given on 

quantity supply together 

with free sample of work, 

or demonstration can be 

arranged. All enquiries 

receive prompt attention. 


KEEN PRICES : act ) Samples of racks and the 
QUICK DELIVERY on machines which cut them 


Enquiries to 


HALIFAX RACK & 
SCREW CUTTING 
CO LIMITED 


OVENDEN, HALIFAX 


Telephone: Halifax 62078/9 











. IN REPETITION 
MALLEABLE IRON CASTINGS 


Whatever the quantity, engineers have come to 
accept the unfailing accuracy of William Lee 
malleable castings. If your problem is accuracy 
with quantity then we can solve it for you. 


William Lee & Sons 


(A Subsidiary of Wm. Prestwich & Sons, Ltd.) 


DRONFIELD : DERBYSHIRE 
Telephone: 2204 


MALLEABLE IRON CASTINGS 
OF QUALITY IN QUANTITY 
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WITH THE NEW )(UJ-])00 UNIVERSAL ATTACHMENT 


yovcar MEREASE PRODUCTION p=” 
i) | FACING | 
“ol ecm dt ay by Tp if ‘ ait | 


to ts x 
the art of tiling Cab| Ase a 


TAPPING 














The amazing “ JAY-DEE™ Universal Attachment saves you time, labour } 
and money at every turn! Staying permanently in position, needing no adjust- , | $7TUDDING 
ment by the operator, it carries out one perfect job after another, rapidly and ; , > 
wl ‘ 





safely. The “ JAY-DEE” is adaptable to all drilling machines, combination ws 
tathes, turning and boring mills, and can readily undertake the duties of any 


| 
| 





CLYDESIDE MACHINE TOOL CO., LTD. Eeenry wereld gineed 


@ arranged 


three turret statives. iil FREE DEMONSTRATION / | 
MYRESIDE STREET, GLASGOW, E.2 <r a ae 











x The SPECIALISTS for SPECIALS 





In addition to 


ANY TYPE OF MILLING CUTTERS 
ARTHUR MARTIN 


have pioneered 


% FORM RELIEF WORK 


are still 


we ACKNOWLEDGED EXPERTS 


and have 


= LARGEST CAPACITY 
or 
% FORM RELIEF CUTTERS 


in the country enabling 


them to give 
* QUICK DELIVERY 


Sooner or later all who 
are outstanding in 
British Engineering use 


* ARTHUR MARTIN MILLING CUTTERS 


AND SHANK TOOLS . ARTHUR MARTIN (MILLING CUTTERS) LTD 
Westcombe Park Works, London, S.E.10. Tel. No. GREenwich 3826 
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EE 
* ~ 
4 


Fs the ™ 
' GROMMET | 


4 


4 good reasons for fitting 
BTR High Test V-BELTS 


Grommet construction makes the most efficient use of 
high tensile cords to produce the strongest V-belts yet made. 
For grommet construction ensures that all the cords of a belt 
share the load equally—which is the condition for maximum 
transmitting efficiency. Furthermore, a grommet, being an 
HIGHER endless loop of high tensile cords, has no joints to weaken 
HORSEPOWER the belt, no overlapping sections to stiffen it. 














Grommet construction ensures that the belt exerts full 
driving grip on the walls of the pulley groove, for there are 
no central cords to dip and ‘dish’ the belt, pulling it away 
from the walls under load. This extra driving 

MORE grip allows heavier loads and prevents belt slip. 


GRIPPING POWER 








Despite its superior strength, a grommet is the most flexible V-belt 

load carrying device yet developed. Thus the belt runs cool 

and absorbs minimum energy in flexing around the pulleys. This 
MORE OUTPUT FOR saving in power appears in extra pay-load for electricity consumed. 


ELECTRICITY CONSUMED 








Operating with a higher safety factor than ordinary 
V-belts, BTR grommet V-belts last longer because 

they are stronger and also because being so flexible they are 
subject to little strain in flexing round the pulleys. 


BTR HIGH TEST 


ENGINEERS GROMMET V-BE LuTs 


iN RUBBER Patented in Great Britain by BTR Patent No. 567406 
BTR Industries Lif wenca nouse, vincent square, voMpons.w.t TEL: vic 3048 











When answering advertisements kindly mention MACHINERY. 





124 (Suppt.] MACHINERY July 9, 1958 





on the NEW 
AHCOL ROTAMILL sex“ 


With continuous cycle and automatic work clamping the 3” x 3” slots 
and end faces in these brass components were gang milled at |,400 and 
1,600 pieces per hour—typical Rotamill production times. 


CAPACITIES ROTAMILL AHCOL AHCOL SENIOR 
ES 55 ie OE ce te os oe WE SS cs. cs Dee 
er ee er 7 
EE EES Se eee ee ree 
TL 100-5 45- oh meg es. 24. 2a-.oo RRB ce, co ao. Ship teed 





Write for the illustrated 
DOWDING & DOLL LTD catalogues, or send us 
drawings or samples, and 
346 KENSINGTON HIGH STREET, LONDON, W.14 ask for our proposals. 
Telephone WESTERN 8077 (8 lines) Telegrams ACCURATOOL HAMMER LONDON 








THE 
DIAMOND 
TOOL 
SPECIALISTS 


for over 
a century 


A COMPLETE RANGE TO MEET EVERY 
INDUSTRIAL APPLICATION - STANDARD OR SPECIAL 
CONSULT US ABOUT YOUR OWN NEEDS 


A. SHAW & SON (DIAMONDS) LTD 


WATERLOO RD., NORTH CIRCULAR RD., LONDON, N.W.2 
PHONE: GLADSTONE 1171-2 GRAMS: SCINDERE, NORPHONE, LON. 
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etticiency through RATIONALIZATION 


ALL your needs in Engineers’ Small Tools, Macrome Treated 
Tools, Hand and Power Tools from ONE SOURCE. The time, 
effort, thought and paperwork entailed by piecemeal ordering 
saved permanently by the single decision tools from Hallmac. 
Rationalise your buying by making use of Hallmac’s immense 
and comprehensive stock ranges and of their countrywide 
distribution and service network. 


HALLMAC TOOLS umirep 


Head Office and Depot: PO Box No. 39, Macrome Road, Wolverhampton Telephone: 52001 (9 lines) 
LONDON: 21 Ivor Place, N.W.1 Telephone: PADdington 0204 

MANCHESTER: Transport House, 1 The Crescent, Salford, 5, Lancs. Telephone: PENdleton 3656 
GLASGOW: Central Chambers, 11 Bothwell St., C.2. Telephone: CENtral 5066 

Sales Managers for the Hand Tool Division of the Bren Manufacturing Company 


JW.Ad 4309. 
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PNEUMATIC RIVETING MACHINES 


Class R Machines made in a wide 
range of capacities and types (13- 
150 ton pressures) are essential 
for HIGH-CLASS riveting. Their 
efficient design ensures every 
rivet being right NOW —— and 
for all time. 


Clinch it witty WETEAUE 


DE BERGUE MACHINE TOOLS 
LTD. 


MANCHESTER 12, ENGLAND 


Specialists in fabricating Tools * Telephone East 2771 








> For increased efficiency... 
Flrxdlo 


| put it on X Castors 


; 





‘Putting it on castors’ is certainly the way to speed things 

up, and to an amazing extent when the right castors are 

used for the job. The varied uses of Flexello castors are 
| virtually limitless. They are used in nurseries and stee] 
| mills, aircraft plants and beauty parlours. Flexello has 
; the range, the service and facilities to make castors the 
| true servant of the production manager, the hospital mat- 
' ron, the restaurant manager or the storekeeper. Closest 
| inspection, superior 

‘ design and up-to-date 

* | production methods 
| have made Flexello 
, the largest castor 

manufacturer in 


ney CONSTANT QUALITY s@@2, 
Only a very small section of ~ 


our range is shown here. CASTORS ‘€ 


Please send for catalogue 
} No.156 M_ 9ra technical 

representative for industria! 
| advice. 


j FLEXELLO CASTORS & WHEELS LTD., SLOUGH, BUCKS. Tel : SLOUGH 24121 
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’ — 
» 


. 
2a 


harvey lathes 





A heavy duty 301i” Centres Lathe to admit 25’ 0” between centres. 
Each saddle is independent and has quick traverse motion, also 
a push button station. All fast motion shafts in the headstock 
have roller bearings and the tailstock has a substantial 
running centre. It is arranged so that it can be passed by the 
front saddle. The heavy roller steady will be noted. 


17, Lynedoch Crescent, Glasgow, C.3. poveras 6586/9 
58, Victoria Street, London, 8S.W.1. vicroria 2106 
2, Sir Harry’s Road, Edgbaston, Birmingham, 5. CALTHORPE 2541 


The Building Centre, Brunswick Terrace, Leeds, 2. LEEDS 25250 





When answering advertisements kindly mention MACHINERY. 








128 (Suppt.) MACHINERY July 9, 1958 












MIRACLO 
SOLVES MAJOR 
MAINTENANCE PROBLEM 





A steelworks spent £400 and 9 months solving the problem of 
driving their 48” Pendulum Hot Saw economically. Then Miraclo 
was fitted and belt life increased from a maximum of 3 months to 
11 months perfect working. Moreover after a minor repair this 
Miracio belt was re-fitted for further service, having increased 
output as well as substantially reduced maintenance costs and idle 
time on a drive notoriously subjected to shock loads 


Miraclo 


Miraclo can solve your 









transmission problem, Brochure 






No. 103 tells you how—trite 





for @ copy now 






STEPHENS BELTING COMPANY LTD 


SNOW HILL, BIRMINGHAM 4 
Northern Office and Works: IRA STEPHENS LTD. 
Ashton-under-Lyne, Lancs. 
























$70 














a) 
Ee Rubber Components for 
o a os 
R the more Exacting Applications 
‘ J Our wide experience in the field of 
precision rubber engineering qualifies us to 
advise on the rubber compounds and design 
of components to meet the more exacting applications. 
Our plant is fully equipped to deal with bulk production 
as well as small quantity requirements for prototype 
and development work. 
Designers and Engineers will be interested in our new 


publication, “Synthetic and Natural Rubbers and their 
Uses’ — copy sent upon request. 


High Grade Rubber Mouldings and Extrusions - ‘O’ Rings 
Seals - Bushes - Grommets - Diaphragms - Bonded Parts 
and Components in Natural, Synthetic and Silicone Rubbers 









































































































































a 
es 
APPROVED A.1.0. 
PRECISION RUBBERS LIMITED BAGWORTH - LEICESTER - Phone: BAGWORTH 241/2/3 
Producers of Rubber Mouldings to fine d 1 tolerances and officially approved specifications 
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PARK GATE 


QUALITY STEELS 
FOR NUTS & BOLTS 








high tensile 
steel bars 





THE PARK GATE IRON & STEEL COMPANY LIMITED ROTHERHAM 


A @ Company TELEPHONE ROTHERHAM 2141 (10 lines) =, TELEGRAMS. YORKSHIRE PARKCATE. YORKS 
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British Built 


COULTHARD 
MADISON-KIPP 


Basie 


DIECASTING 


SERVICE Wm. COULTHARD & CO. LTD., 


DURRANHILL ENGINEERING WORKS, CARLISLE 
TELE. 21418-9 

















NUMBERING ON METAL 


‘EDF 


NUMBERING MACHINES 
NUMBERING HEAD FOR METAL 


Consecutive and Repeat Actions 


Power, Fly, Hand or Pneumatic Presses and 
similar equipment 


It is used for marking Aircraft components with reference numbers, part and drawing numbers, date of manufac- 
ture, inspection mark, for marking Shells, Bombs, Cartridges, Engine Parts, Motor Car, Motor Cycle, Cycle, 
Wireless, Electrical, Clock, Watch and other instrument parts in all materials. Checks, Labels, Name Plates, Pigeon 
Rings, in fact any article which requires an identification mark. Mass produced articles can only be satisfactorily 
identified by individual reference numbers. 


W. LETHABY & Co. Ltd. 
LEDA HOUSE, 124-132 CLERKENWELL ROAD, LONDON, E.C.1 
Telephone: Terminus 1104 (5 lines) 
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for 


power 
transmission 


Whether you require an individual custom built gear 
unit of up to 3,000 h.p. or the quantity production of 
small gears for auxiliary drives, the fifty years 
Top: 300 kW. Alternator driving unit specialised experience of the Reid Gear company will 
transmitting 450 h.p. with speed increas- reduce the cost to the minimum. Precision machined 
and subject to a rigid system of inspection, Reid gearing 
is designed and engineered for efficiency—resulting in 
more economical operation and reduced maintenance. 
‘ ¥ Whenever you need gears and gear units, of any size or 
h.p. with speed reduction from quantity, call in the specialists—the Reid Gear Co. Ltd. 
4000 r.p.m, to 75 r.p.m. We also cut gears from customers’ own blanks and we 
are now able to quote quick delivery on all orders for 
gears and gear units. 
Write (or ’phone Johnstone 861) for full details. 


Reid 
e 3 Every type — every size — for every need 


ing from $20 r.p.m. to 750 r.p.m. 


Right: Turbine Drive transmitting 550 





THE REID GEAR CO. LTD., LINWOOD, Nr. PAISLEY 
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This Welded Steel Bandsaw Frame weighs 
over 24 tons. 
(Courtesy Midland Saw ¢& Tool Co. Ltd.) 


Machine Tool Frames Bases and Cabinets 
Welded Fabrications of any description 
From 5 Ibs. to 5 tons in Weight 

Excellent Facilities for Machining 


REDGRAVE DEAN & CO. LTD., STATION ROAD, COLESHILL  Tel.: Coleshill 3001-2 





‘Swift as a witch’ 


Castle's modern 

methods often cut down costs 
and speed up delivery. 

The ‘“‘witch’s broomstick,” 
for example, has a two-start 
thread produced on a 
thread-miller in a quarter 
the usual time. We'll be 

glad to help you with 
REPETITION WORK IN ALL 
METALS, PRECISION 
TURNED AND SCREWED, 
MACHINING AND 

LIGHT ASSEMBLIES. 

Write for brochure 


The 

Castle 
Engineering 
Co. 


(NOTTINGHAM) LTO 


HASLAM STREET, 
CASTLE BOULEVARD, 
NOTTINGHAM 
Telephone: 

Nottingham 

46068 (3 lines) 
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GENERAL DUTY OR TOOLROOM 


UNIVERSAL VERTICAL SHAPING & 
SLOTTING MACHINES 


The BURDETT range for the toolroom includes high speed, versatile and 
accurate machines with 8", 10", 12’ and 14" strokes. Tooling is 
uncomplicated and operation, simple. The BURDETT design features 
strength and rigidity, together with ample bearing surfaces, to withstand 
deflection under heavy loads, and preserve accuracy under the most arduous 
conditions of operation. The system of construction is such that all working 
parts are easily accessible for inspection and maintenance. The swivelling 
head can be inclined 10° either side of the vertical and the rotary table, 
which indexes 12 positions, has safety interlock of hand and power feeds. 
A dividing attachment can be filted in a matter of a few minutes. The 
10" model in this range is illustrated below. 


Close-up showing dividing 
attachment on rotary table 


GENERAL PURPOSE 
MACHINES 


The machine above is available 
in two sizes, with 64" and 84" strokes. 
It possesses many features of the 
toolroom model described above but 
is intended primarily to accommodate 
the many jobs which do not require 
such extreme accuracy and versatility. 


Full details of both types are available 
on application. 








FOR SLOTTERS! 








Write for brochures:— 


G. W. S. BURDETT & CO LTD - EASTGATE - PETERBOROUGH 
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HYDRAULIC COLD SAWING MACHINE 


High Efficiency with 
Low Initial Cost - 
Available in 20in., 30in., 48in. 
blade sizes. 
Typical cutting times:— 
Solid Bars 3in.—48 sec. 
14in.—12 min. 
RSJ's lin. =< 4in.— 4 min. 
30in. =< 12in.—I12 min. 
Extras available. 
Mitre cutting up to 45deg. 
Turntable base for machine with 
hydraulic elevation. 


High speeds up to 2,000 f.p.m. ; 
for light alloys. ea eal SIZE 48 


Sele British Agents EDWARDS HOUSE, 359-361 EUSTON RD., LONDON, N.W.1 

Tel: EUSton 4681 & 3771 Telegrams: Bescotools, Norwest, London 

\edwoards Lfd LANSDOWNE HOUSE, 41 WATER ST., BIRMINGHAM, 3 
Telephones: Central 7606/8 Telegrams: Bescotools Birmingham 3 


om THE SWISS 


MENZIKEN M.200 


HYDROCOPYING 
RELIEVING LATHE 


On this machine hydrocopying and relieving 
can be performed in a single set-up, thus 
greatly reducing production times. 





RNING. and_ RELIEVING 


OTHER MODELS AVAILABLE 
4,390 (Junior) max. r.p.m.3000  . . . 15%” swing 
M.200 (Non-relieving) max. r.p.m. 2200 . 164” swing 
M.270 max. r.p.m. 720 ” swing 
M.300 max. r.p.m. 720 ” swing 


Write for full particulars to the sole U.K. Distributors 


Ep DOWDING & DOLL LTD SEND FOR DETAILED 


346 KENSINGTON HIGH STREET, LONDON, W. 14 
Telephone WESTERN 6077 (8 lines) Telegrems ACCURATOOL HAMMER LONDON CATALOGUE 





ZL 
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nfidence 
inspired by 
experlence... 


Experience harvested in almost a century’s service to 
industrial undertakings, large and small, has inspired a 
well based confidence in both the products and 
manufacturing facilities of S. E. Opperman Ltd. 
145,000 square feet of factory space is devoted to 
manufacturing and processing bays equipped with 
machinery capable of producing such varied engineering 
products as jet engine compounds, marine and aircraft 
radar units, agricultural and industrial vehicles, gear 
boxes, gears of all types and Television convertors. 


The confidence in S. E. Opperman experience- 
gained ability can be yours should you give 
us the opportunity to serve you. 


5.E.OPPERMAN LTO. 


BOREHAM WOOD - HERTS ELSTREE 2021 


Erwoods 
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We design and manufacture complete 
tooling for all turret type and swiss- 
type automatic screw machines. 
Cam blanks supplied ex-stock. 

*% CAMS MACHINED 


TO CUSTOMERS 
DRAWINGS 





MOSER CAMS & TOOLS LTD 
465 HORNSEY ROAD, LONDON, N.19 
TELEPHONE: ARCHWAY 1766 & 7017 
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... you could not do 
better than choose 
HY DROFLEX— 
the metal bellows 
already used in per- 
sonal oxygen regula- 
tors and other life 
saving appliances. 
These bellows meas- 
ure the tides and 
help to harness the 
atom. They are used 
on aircraft, in radar 
and computors — 
they control your 
cooker and_ re- 
frigerator. 
They do all this 
because they have 
built into them the 
reliability engen- 
dered by 25 years’ 
manufacturing and 
design experience. 
For full details write for 
List No, G800-1. 


HY DROFLEX Et 
Metal Bellows Sonos 


B.16 
The Drayton Regulator and Instrument Company Ltd., 
West Drayton, Middlesex. Tel. West Drayton 4012 








The SEGIG 


DOUBLE ACTION 
BENDING MACHINE 


Permits rapid economical forming and dupli- 
cation of an almost infinite variety of compo- 
nents with consistent accuracy, to very close 
limits. Eliminates the expense involved in the 
preparation of conventional press tools. 


Write for specification and prices to 


@ MZ @ 


Sales Office: 204-6 Acton Lane, Harlesden, N.W.I0. 
Telephone: ELGar 3834. 





TOOLMAKER'S 
DRILL 


FOR GREATER’ 
ACCURACY 


in less time 


ese) 


MACHINE SHOP EQUIPMENT LIMITED 


Spenser Street, London, S.W.|. 
Telephone : ViCtoria 6086 


When answering advertisements kindly mention MACHINERY. 








July 9, 1958 


ow 


FINE-CUT FILE 
No. 102 


This SURFORM file has 
been developed specially 
for mild steel and other 
tough materials. The 
cutting principle is the 
same, but the teeth are set 
at a different cutting angle, 
giving a clean cut anda 
smooth finish. Price 12/6. 
Replacement blades 

(No. 506) 3/6. 


eeeeerereceeeceeee 





CONVEX PLANE No. 105 


Although developed for 

the car-body repair trade and 
for spot-trimming, this fine 
cut convex SURFORM 

is very fast and 

efficient on wood 

too and is recom- 

mended for the 

furniture and 

cabinet making 

industry. Price 17/6. 
Replacement blades 

(No. 506) 3/6. 


MACHINERY 
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4 new SURFORMS 








BLOCK PLANE No. 111 


This fine cut tool is for quick, 

one-handed smoothing of edges and 4 
small surface areas on a wide aa y 
variety of materials. : 

You will find scores p 

of uses for it round 

your workshops. Price 10/-. 

Replacement blades (No. 520) 2/9 


SORE RESOOOHOOSESESO EES ES OSREE OEE OEEEEESESEOEOEESEE ETH EEEEE ETOH ESE ESEOTS 


HALF ROUND 
FILE No. 103 


Here’s another tool for 

which we’ve had plenty 

of requests. It gives first 

class results on concave 
surfaces and will serve 

many trades. Price 13/-. 
Replacement blades (No. 507) 4/3. 


The Universal tool with Keenahredts of, utes / 


SURFORM 


The above tools are supplementary to the original SIRFORM plane and file, which 
remain the ideal all-purpose cutting and finishing tools for every industry. Plane type 
(No.107) 17/@. File type (No.101) 12/6. Replacement blades (No.505) 3/6. 


SURFORM blades (an invention of Firth Brown Tools Ltd.) are 
made from hardened and tempered Sheffield tool steel—they give 
controlled depth of cut and never clog with waste material. 


EC, A product of SIMMONDS AEROCESSORIES LIMITED, Treforest, Glamorgan. 


A MEMBER OF THE 


FIRTH CLEVELAND 
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BOSTON direct on drum 
REVERSING SWITCH 


PRICE 27/- 


Springreturn to 
neutral (or to 

other special 
requirements) 

can also be 

supplied at small 
extra cost. 





For full particulars write to: 


KINGS LANGLEY ENGINEERING CO. LTD. 


KINGS LANGLEY, HERTS. TEL.: KINGS LANGLEY 2215-9. 








SAVES } Transport and 
double handling 


SAVES >) Space in your Stores 
SAVES ) Time and money 


cast 

and 
machined 
under 
one 


Kent Alloys Ltd. are equipped to machine most types of castings in 
Aluminium Alloys 
Magnesium Alloys 
Copper-based Alloys 
Steel Alloys 
Cast Iron 


Constant liaison between our Foundries and Machine Shops 
ensures metallurgical and dimensional accuracy 


Kent Alloys Ltd 


ROCHESTER, KENT - Telephone: Strood 767¢ 


MEMBER OF THE - SI RFIELO Grour 
een 


MACHINERY 
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66 *? INDUSTRIAL 
EASIF EE T” usm 
The ideal Machine or Bench Mat made 
of Graded Hardwood laced with tough 
metal rods and providing a smooth non- 
slip surface. 
|The Perfect Mat for all industrial uses. 


OTTERWAY & TRY LTD. 
Machinery, 

THE CAUSEWAY, EGHAM 

Tel.: EGHAM 3155/6 


» SURREY 








“ls as gaan as ABC mH . 


h, DAVID DOWLING 
RARE CCUM LALLA eA 4 


Gives reductions from 1:2 to 1:8 as required. Exceptionally fast 
operation enabling engraving to be carried out nearly as fast as ordinary 
writing. Exceptionally sensitive balanced pantograph, giving automatic 
withdrawal of cutter and tracer. An independent hand down feed to 
the cutter spindle gives a fin. vertical movement. Other engraving 
machines and full range of equipment available; details will be sent on 
request. 





DAVID DOWLING LTD., ROEBUCK ROAD, HAINAULT, ILFORD. 
Tel. HAINAULT 4121 
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Our Publication 1/33 


describes the Series URG. 1 
hydraulic unloading relief valves 


and their many applications 









































for the unloading of pumps 
feeding hydraulic systems 
which incorporate accumulators. 


Please ask for a copy. 


by STEIN ATKINSON VICKERS HYDRAULICS LIMATED 
S.A.V. HYDRAULICS 60 Buckingham Palace Road London $.W.1 





Sroadwey/savh/3} 
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HORIZONTAL 
SURFACE 


FOR 
TOOL ROOM 
OR 
PRODUCTION 
SHOP 
CAPACITY 
1Bin. by 6in. 
by Stin. 
TAPER ROLLER SPINDLE 
TABLE SLIDEWAYS 34in. 
SMOOTH AND EASY 
TABLE OPERATION 
VERTICAL FEED ‘000Sin. 
Ri 51D BUILD FOR 
PRECISION GRINDING 
MODELS ISin. by6in. .. £185 


18in. vy 6in. .. £190 
(as illustrated) 


24in. by 6in. .. £205 
20in. by Bin. .. £215 


VICTA ENGINEERING CO. 


Offices : 
Maidenhead. 


Thicket Corner, 
Tel.: 50. 
and at 


Eagle Works, Chester Rd., Boreham Wood, Herts. Tel.: Elstree 3146 





MACHINERY 





SS 


/ 


——= SOorLAR {= 


_ eu Ns 


‘SPECIAL PROCESS” 


The “SPECIAL PROCESS” yields an ad- 
vantage over the common method of 
mark making in that it produces absolute 
uniformity of character. This ensures 2 
fidelity throughout the range and forms 
an impression which is at once recognis- 
able as a ‘*‘ MODELMARK”’. 


Send for our marking devices catalogue 


THE STANDWELL EQUIPMENT CO. LIMITED 
CAMBRIDGE GROVE ROAD, KINGSTON-ON-THAMES 


Telephone : Kingston-on-Thames 4566 (3 lines) 
Telegrams and Cables: IMPRESS, KINGSTON-ON-THAMES 








HEAVY DUTY 
DRILLING MACHINES 


These robust machines are 
designed for day-in day- 
out large scale production 
drilling. Exceptionally 
slow speeds can be pro- 
vided by special vee- 
pulleys and low speed 
motor for reaming and 
tapping. 


The spindles are accu- 
rately ground to fine limits 
and the rack teeth are cut 
into the spindle sleeve. 


Available as bench or 
pedestal models. A.J.1.—}in. dia. in sreel 
or cast iron, jin 
dia. in softer metals. 
A.J.2.— tin. dia. 
A.j.3.—fin. dia. 


(A JA x AJA. se ga : 


Full details from 





stee] 


6in., 5ft. 
and 5ft. 6in. radius. 


AJAX MACHINE TOOL CO. LTD. 


WESTMOUNT WORKS, HALIFAX, YORKS, 
PROP : ADA (HALIFAX) LTD. 





ESSENTIAL TODAY 


AND TOMORROW 


The universal drawing device 
for any size and make of press 


WORSON DIE CUSHIONS LTD 


RABONE. LANE WORKS - SMETHWICK - STAFFS. 
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BOOKS ON 
ENGINEERING MATERIALS 


MACHINERY’S HANDBOOK 

(Latest Edition - Thumb-indexed) 
Presents in one complete volume ail the essential data for the entire field of 
shop practice and machine tool design. Amply illustrated by diagrams 
accompanied by proven data, the latest edition of this world-famous book 
gives not only all the old, tried and proved features of earlier editions, but, in 
addition, the most useful, recent and complete collection of data, standards, 
formulae and practical information. 
Price 72s. cash and C.O.D. instalments 80s., payable 13s. 4d. in 10 days 
13s. 4d. monthly. Overseas, cash with order, plus 3s. postage. 


STRENGTH OF MATERIALS—S. Timoshenko 

Vol. |—Deals thoroughly with the basic theory illustrated by practical examples 
The topics covered are: tension, compression, bending, lateral loading of 
beams, deflection, combined loading, columns, torsion and combined bending 
and torsion, curved bars and springs. Well illustrated. 442 pages. 

Price 48s. 6d. cash and C.O.D. By instalments 53s. 6d., payable @s. 6d. in 
10 days, 9s. monthly. Overseas, cash with order, plus 3s. postage. 


Vol. 2—Contains treatment of the more difficult problems in design, including 
those associated with bending of beams, curved bars, thin plates and shells 
and torsion. Also dealt with are the buckling of bars, plates and shells, stress 
concentration, deformation beyond the elastic limit, and mechanical properties. 
510 pages. 

Price 56s. cash and C.O.D. instalments 62s., payable 12s. in 10 days, 10s. 
monthly. Overseas, cash with order, plus 3s. postage. 


PROPERTIES AND STRENGTH OF MATERIALS 

—J. A. Cormack and E. R. Andrews 
This is an elementary course in which an attempt is made to carry conviction 
to practical-minded students. The sections of the subject included are those 
required for the various National Certificate courses. Specimen questions 
from examination papers of these bodies are set out. Notes are given on 
fatigue, creep, corrosion, growth of cast iron and the new synthetic materials 
and alloys. 384 pages. 
Price 14s. cash and C.O.D. Instaiments 15s. 6d., payable Ss. 6d. in 10 
days, 5s. monthiy. Overseas, cash with order, plus 2s. postage 


SOLUTION OF PROGLEMS IN STRENGTH OF 
MATERIALS—S. A. Urry 

This book covers the syliabuses of the Higher National Certificate in Mechanical 
Engineering, and the examinations of the various engineering institutions. 
Each chapter comprises a summary of essential formulae, worked problems 
in which these formulae are derived and applied, and practice examples with 
answers. The mathematical treatment is as simple as possible throughout 
and a numerical application is given at every stage. 

Price 20s. cash and C.O.D. Instalments 22s., payable 7s. in !0 days, 7s. 6d. 
monthly. Overseas, cash with order, plus 2s. postage. 


FREE APPROVAL NO DEPOSIT INSTALMENTS 





To MACHINERY, National House, 2!, West Street, Brighton, | 
Please send me books marked X above 
For CASH herewith or by C.O.D. or 
ON APPROVAL when |! will either return in 5 days, or 
pay FULL CASH, or by INSTALMENTS as stated above 


Position 
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FULLER HORSEY 


SONS & CASSELL 


486l 
Tome ame) 4°) rN e We) }o)e)) lem 4 Oe ROYAL 48 








First Edition — newly published 
Practical 
Engineering Metrology 
By K. W. B. Sharp, B.Se.. 
A.M.1.Mech.F.... A.M.1.P.F he 


F.R.S.A. From Booksellers. 
30s. net. 


| 
| 


Dealing chiefly on the fundamentals 
of Metrology on which the studeat 


can build, this work describes 





a variety of methods on which he can 
draw in future applications, and 
points out the accuracy to which 
measurements can be made by the 
various methods and instruments. 

It covers much of examination 
requirements, and stresses the 
importance of actually using and 


getting to know each instrument. 


PITMAN 


Parker Street, London, W.C. 2, 


/2ES FROM 3°70 13 DIAM: 


RraNDARD RANGE OF S a 
eeatar iveniES maSPECIALS TO ORDER 

a ee <r LTO 
Rc HARRISON & SONS res T ER 


cou Cw 
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i 
cs460 
csere SUBMERGED 
= avenenene vue 
SELF-PRIMING 

TYPE Where copious fer the pi 
led mai ne 

Adaptable to ies 








any machine he 


VARLEY 


pumps 


for modern machine tools 





CS455 SUBMERGED 
UNIT 


For most machine tools 





VARLEY-FMC LIMITED 


incorporating Charles E. Dougios & Co. Ltd 

Subsidiary of Food Machinery & Chemical Corporation USA 

mi FERRY LANE « BRENTFORD « MIDOLESEX 
Telephone: Eoling 1185 Telegrams; Parocyclic Brentford Hounsiew 








op pamngmtpm eis AOR OTR Oe PAE 








iui 


Time dil -Merultirladttd-Weei 
JIGS - PRESS TOOLS -: MOULDS & DIES - GAUGES - MULTIPLE 
= a 
DRILLIN . MODELMAR! 
LLING HEADS CLIK METAL MARKING EQUIPMENT 


and all forms of tooling for high production. 


illustrated brochure on application 


AXMINSTER DEVON ENGLAND 
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GUARDS 
that ate difetont 


Pinder Mild Steel Guards 





are designed 
to enhance the 
lines of your 
Machine Tools, 


They combine 





many advan- 
tages—strong : 
neat appear- 


ance: easy Improve your 
Machine Tools 

installation : with a 
Pinder Guard 


‘ 


FRANK WIGGLESWORTH 
ENGINEERS, & CO. LTD. 
SHIPLEY YORKS 


no machining. 


W. PINDER € SON LTD PETERBOROUGH 











“For Froduction 


BUCK & RYAN‘ 


ESTABLISHED 1824 


ENGINEERS’ TOOLS Dise 


LARGE STOCKS OF 
FINE TOOLS 


Micrometers Height Gauges Verniers 
Etc. 

CUTTING TOOLS 
Milling Cutters Taps Dies Reamers 
Etc. 


LIGHT MACHINE TOOLS 


Lathes Millers Drillers Etc. 


HAND TOOLS 
A VERY LARGE SELECTION 








DEPT. 5 x 
310/312 EUSTON ROAD LONDON NW! 


2 EUSTON ROAD LONDON Nw: Hl Te UR UT aTTRA ALT 


Telephone: EU 
on meee toe 73, EASTBOURNIA AVENUE, LONDON, N.9. 
When answering advertisements kindly mention MACHINERY. 
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HEAP’S 


21in. DOUBLE HEAD 
BOLT SCREWING MACHINES 


Designed for really high output the HEAP’S Automatic 2tin. 
Bolt Screwing Machines will cut either right or left hand threads 
(er both at the same time). The machine is ficted with our 
patent TANGENTIAL Die Heads, which open automatically 
when any predetermined length has been threaded. 


Capacity: Bolts up cto 2tin. dia., pipes up te 2in. dia CATALOGUE FREE 
earallel or taper. ON REQUEST 





ue Coelastoid’ for 


transparent machine guards 


Undoubtedly the finest material for machine guards, 
*Celastoid’ acetate sheet allows a clear view and 
gives protection to the operator. 

We can give immediate delivery of this famous 
British Celanese product, yet it costs you no more than 
if you went direct to the manufacturers. If needed, 
we can fabricate or mould your * Celastoid’ for you. 
For samples, sizes and prices, send the coupon today. 


LOOK AT THESE ADVANTAGES 


@ Shatterproof @ Flame resistant 
@ Washable @ Easily cut and machined 
@ Inexpensively heat-formed into curves 


r G. H. BLOORE 
G. H. BLOORE LTD., 66 The Broadway, Mill Hill, N.W.7 ad ° 


or 46 Weaman Street, Birmingham, 4 


Please send me * Celastoid’ samples and details of sheet offer immediate delivery of 


sizes and prices. 
NAME 


ADDRESS . . Celastoid’ 


Hsscesn:teneiisiiateideasistiaibabeaitiinitmsath acetate sheet 
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gr EDWARDS RD-ERDINGTON 
Wi yD) BIRMINGHAM 24 
ERDincron 42/6 (Sunes) 


Ma-MAX COBALT * ELE } FORGE / 





MEANS... 


HUMPHREYS 


MAGNETIC CHUCKS 


New standard equipment in most leading engineering shops 
HUMPHREYS magnetic chucks are available in a full range of 
sizes and types : rectangular, circular or swivelling. 
Ask for details. 

- HUMPHREYS & SONS LTD. 
BLACKRIDING ELECTRICAL WORKS WERNETH OLDHAM 


— 





The combination of our resources 
@s electrical engineers and design- 
ers of all kinds of lifting tackle 
puts a BERL Magnetic Beam in a 


lass by itself. Write for literature 


oe = 
British Electrical S 
Repairs Limited 


Street, Manchester 1! 


HESTERFIELD, 
HAWICK. LONDON, 
ASTLE, SWANSEA 
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Comprehensive stocks 
of machines, tools 
and accessories. 


Main stockist and distrib- 

utors for Black & Decker, 
Wolf, and Bridges Electrical 
Equipment. 


C. LINDLEY & CO. LTD. 
ENGLEFIELD RD., LONDON, N.!. 


Phone : CLissold 0643 (5 lines) 
Grams : BEAUVOIR NORDO, LONDON 


OUTPUT UP TO 
200 PER HOUR 
ON 2in. TUBE. 


A short 16mm 
film describing 
this machine is 
available on 
application, 


STEVENS AND 
BULLIVANT Ltd 


WESTERN BROAD BIRMINGHAM 12 


ENGLAND 
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P.M.G. 
INTERLOCK 
PRESS GUARD 


Easy feeding through the ex- 
ceptionally large aperture 
with perfect safety for the 
operator who can close the 
“Camiock” guard either 
lly or ¢ ei Hy 
with the Newmatic 
Sequential Air Operation 
Unit. The Guard design 
avoids taking up tool space 
and large area top tools 
are accommodated. inter- 
locks are provided with the 
clutch and crank shaft. 


Send for details today 
given in Leafiet No. 43. 





Photograph by permission of 
Messrs. Taylor & Challen Ltd. 


PRICE MACHINE GUARDS LTD. 
Powke Lane, Old Hill, Staffs. 


Telephone: Cradiey Heath 66423 
Telegrams: “Prigard” Cradley Heath 


MACHINERY 


| TOOLING 
| SERVICE 


Designers & Manufacturers of 
JIGS - FIXTURES 
PRESS TOOLS 
GAUGES - MOULDS 


and 
SPECIAL PURPOSE 
MACHINES 


* 
RATCLIFFE 
TOOL Co. Ltd 


GORST ROAD, LONDON, N.W.I0. 
Telephone : ELGar 6693 


@ 
] 


and at 
COED COCH RD., OLD COLWYN, N. WALES 


Tel: COLWYN BAY 55288 
A.A.D A.R.B. 
Approved Approved 





ARBOGA 


VERTICAL MILLING MACHINE 


MODEL EM 825 


Fills an out- 

standing requirement 
| for small work. 

Table, 17jin. by 


9tin. or 22in. 
by 94in. 


@ Longitudinal 
traverse, Ilin, 
or I54in. 





Eight speeds, 
100 to 2,900 
r.p.m, 


Table to Spindle 
20in. 





Swivellinghead, 
Rigid Column, 
Cast-iron base, 
No. 3 Morse 
Taper, lin.bore. 


Price: 
£265, 174in. 
table. 
£277 10s., 22in. 
table. 





DISTRIBUTORS AND STOCKISTS FOR THE UNITED KINGDOM. 


> MR & 


Showroom & Sales: 204-206 Acton Lane, Harlesden, N.W.10. Tel. ELG 3834 





WHY RISK DERMATITIS? 


Dermatitis—the cause of | 
more lost man-hours than | 
any other industrial | 
disease —can be avoided 
simply by using Rozalex. 
For over 25 years Rozalex 
have specialised in barrier | 
creams for industry. They | 


ROZALE 


have found the answer te 
most industrial skin irri- 
tants. The full technical re- 
sources and experience of 
Rozalex are at your disposa) 
on request to Rozalex Ltd. 
10 Norfolk Street, 
Manchester 2. 


BARRIER 
CREAMS 


R878 











QUICK 


“ BESESET” ADJUSTABLE 


CALIPER GAUGES 


ENSURE RAPID PRODUCTION 
Delivery from stock 
SIZES O—+in., O—lin., |—2in., 2—3in., 3—4in., 4—Sin.. 5—6in 
22/6 23/- 28/- 30/- 35/- 38/6 48/- 
NET PRICES 
Ilustrated leaflets from 


EESESET GAUGES LTD. 


135¢ ALBANY ROAD, COVENTRY 
Telephone : Coventry 5788 


SETTING 
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CENTRIFUGAL CASTINGS 
made to measure 


New techniques enable us to 
supply single or bi-metal cen- 
trifugally cast tubes of much 
greater length than hitherto— 
in all types of steel, including 
corrosion and heat resisting 
alloys. 


(Also supplied in short lengths to suit your 
machining capacity). 


for all types of rollers 


Write for details to: 


Sheepbridge Alloy Castings Ltd. Sutton-in-Ashfield, Notts. Telephone : sutton-in-Ashfield 590 


(One of the Sheepbridge Engineering Group) 





BUT IT’S 


® 


¢ 
®esnaanaananaeanaonnunee® 


Many a pressworker exposes himself to danger because the guard slows him down, irritates him, 
frustrates him. That’s one good reason for fitting Udal ‘ Fastrip’ guards. Guard and clutch are 
synchronised to ensure split-second timing, allowing the highest 
standard of safety without impeding production. 

Send for details today. 


J. P. UDAL LIMITED 


INTERLOCK WORKS : COURT RD, : BIRMINGHAM 12 § ; 
TELEPHONE CALthorpe 3/14 PRESS GUARDS 
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MEKELITE 
GEARED a KvNe= JOINT 


INDUSTRIAL 
LIGHTING 
UNITS | 





The Connection Box in the base simplifies 
both installation and maintenance. 

For wall, bench, ceiling, floor or for 
mounting direct on machines, as well as 
portable types. Some with entries for 
screwed conduit, others with rubber 
sleeve and clamp for supply cable as 
illustrated. 

With pillar or short vertical pivot. Various 
lengths of arm (maximum horizontal reach 
54in.). Six sizes of reflector. 


Catalogue sent free on request. 


MEK-ELEK Engineering Ltd. 


17, Western Road, Mitcham, Surrey 
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Cross 


tHE BRITISH 
IRE THREAD 


INSERT 


MADE FROM D.T.D. 239 WIRE 
HARDENED & TEMPERED 

This material is suitable for use in 

oars rue in all metals including 

or gnesi We also 

make stainless steel inserts 

suitable for use in ferrous metal 

parts and bronze inserts for 

use where full non-magnetic 
properties are -equired. 
























CROSS MANUFACTURING CO. (1938) LTD. 
BATH + SOMERSET 
Telephone: Combe Down 2355-% Telegrams: Circle, Bath, 





These PARALLEL ACTION: .  Phers are 


FIRM FAVOURITES 


with at@ TRADESMEN 










END CUTTING 
NIPPER 
No. 30! 










MAUN 





SNIPE NOSE 
PLIER 


No. 433 


INDUSTRIES LIMITED MANSFIELD, NOTTS. 











HENRY MEADOWS LIMITED 


offer 


MACHINING CAPACITY 


for 


SUB-CONTRACT COMPONENTS AND ASSEMBLIES. HEAT 

TREATMENT DEPARTMENT WITH MODERN METALLUR- 

GICAL AND PHYSICAL TESTING FACILITIES AVAILABLE. 
A.l.D. AND LLOYDS APPROVED. 


QUOTATIONS FOR COMPONENTS OR COMPLETE TRANSMISSIONS GIVEN ON 
REQUEST TO:— 


SALES DEPT. SUB-CONTRACT SECTION Mi, 
HENRY MEADOWS LIMITED, 
FALLINGS PARK, WOLVERHAMPTON. 
Phone 31921 Cables—Output. 
MGP 76 








MAKING OR CUTTING 


GEARS 


SPUR - BEVEL - WORM - SPIRAL 
SPROCKETS - RACKS 


RODGERS BROS. LTD. 


LONDON GEAR WORKS 
BLACKWELL ST., BRIXTON RD., S.W.9 
"PHONE: RELIANCE 285! ] 








When answering advertisements kindly mention MACHINERY. 
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PRECISION ... 


A 
THE LONG AND THE 
Or 


Shs oe a IN COARSE 
Threadmill 5 PITCH 
Threadgenerate 2 SCREWS 
Threadwhirl : 

Threadroll ae PRECISION MADE 
Threadcut ae SCREWS AND NUTS 
Threadgrind m TO SPECIFICATION 


Internal or External 
: , SPECIALISED EQUIPMENT 
Specia! and Multi- Bann wiDE EXPERIENCE 
ENABLE US TO QUOTE 
start A.I.D. YOU KEEN PRICES 
Approved C.I.A. 


Approved Suppliers 
to Ministry of Supply 
and leading manufac- & 


turers. 


A.l.D. & A.R.B. APPROVED 


AUTO TURNED 
COMPONENTS 


UP TO 32” DIAMETER ON TUR- 
RET & SWISS TYPE MACHINES. 
ALSO CENTRELESS GRINDING, 
PRECISION DRILLING ETC., BY 
THE MAKERS OF OLDAK 
GAUGES & APEX MACH- 
INE TOOLS. 


Specialists in the manufacture 
of instrument and aircraft components. 


ENGINEERING PRODUCTS 
LIMITED 


GLENBROOK WORKS : LITTLERS CLOSE 


me ee ee OU 


TELEGRAMS: OLDAKGAUGE, SOUPHONE, LONDON 
DAKEYNE ST. NOTTINGHAM. Tel. 42055 


Recirculating Ball Nuts and Screws 





When answering advertisements kindly mention MACHINERY. 
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CLASSIFIED ADVERTISEMENTS 


PLAIN ADVERTISEMENTS Except “ Situations Wanted ” (ALL TYPE) : 2/2 per line. MINIMUM 8/8 (4 lines) OR £1 8s. 2d. per inch 
RATES : (13 lines per inch). Box Nos. 1/3 extra per insertion. SITUATIONS WANTED : 1/8 per line. MINIMUM 6/8 plus 1/3 Box No 
SPECIAL DISPLAY TYPE (with or without Blocks): 4p. £1 10s.; +:p. £3; gp. £6 or £2 per inch (min. Zin.) Series rates on request. 








| CONTRACT WORK | 
eee DESIGNS « ee | In All 


PRECISION Mig Directions 
PRODUCTS 3 [ESIGAEY 


(ROMEORD) LED. 











Can help 


Phone. 64049 














JIGS - FIXTURES 


GAUGES - PRESS TOOLS | PRESS TOOLS 


FORM TOOLS AND LAMINATIONS—COMBINATION—PROGRESSION, ETC. 


SPECIAL MACHINES | JIGS=@FIXTURES 
PROTOTYPE MACHINING 


REE ys aes ta | Designing—Short Order Work—Sub Assemblies Completely Tooled 
: rei JIG BORING AND PRECISION GRINDING 
LANDEN (ENGINEERS) LTD. 


Aubert Park, Highbury, London, N.5 
Hy Phone: CANonbury 1075 
DESIGNING & MANUFACTURING TO Hil ‘\ Pe be A, ERS 1 RRA BA 
THE TOOL MAKING TRADE AW 
INCLUDING JG BORING & PROTOTYPE fl 
WORK TO AIR MINISTRY STANDARDS AN n : q ‘ : = 
ALD. & ARB ApPRoveD ; Press Tools, Press Work, Jigs Established Design Organisation 
have capacity available for Production 
planning and detailed design of Press Tools, 
Jigs and Fixtures, special Machines, etc.— 
NORRIS BKOS Ltp., 43 Victoria St., 
3.W.1. "Phone: AKBRey 6132 and Krighton 55566 


























Fixtures, Capstan and Auto. Turning 
Special H.S. Cutters. Components manufactured 
and assembled to specif.—-L. PERSON & Son, 
63, Shaftesbury Street, N.1. CLE. 7139 


Gears, All Types, Preduction or 


»clis “anacitv av: ‘ replacement, spurs up to 36in. dia Your 
[mmediate capacity available @ OO @ 28,07 cnn SPREADBOKOUGH ENGI 
for Design of Jigs and Tools BETTAJIG * & 4 NEERING, Lrp., 30. Heath Street, London 
DRAWING OFFICE, 7a, Crendon Street, High N.W.3. HAM. 8037.” y 
Wycombe, Bucks. Phone: High Wycombe 4091 rr a 


A RS a GULliver 2353 4085 
F R Senet GENERATED GEARS 
(A.1.D. approved) 22 10 to 100 DP, to finest 

for 7 —_, - tolerances 


FINE PRECISION ? c™ 12, OVAL ROAD. 


Me}, jele), a Ba Ae 


ENGINEERING 


ge ENGINEERING BUYERS NEED MACHINERY’S ANNUAL BUYERS’ GUIDE 
When answering advertisements kindly mention MACHINERY. 
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Classified Advertisements (CONTRACT WORK, contd.) 


t 
1 
COMPLETE ASSEMBLIES 


JIGS AND TOOLS 
HIGH CLASS WORKMANSHIP | 1 GEAR CUTTING 
RELIABLE DELIVERY DATE | SHEET METAL WORK 


ECONOMIC PRICES i GENERAL MACHINING 


A-M-D ENGINEERING CO LTD - BEAUFORT ROAD - EAST TWICKENHAM 
Telephone: POPESGROVE 2877 8 


CUTTING 


FOR SMALL QUANTITIES 


Completé production of 


GEARS up to 24in. dia. by I2in. 


é : : face. 
SPURS SPIRALS ’ BEVELS “se 3 AUEKE KEM (UP to |Sin. dia. by Yin 
WORMS WHEELS - RACKS a cs face. 
¢ iA 


SPROCKETS & CLUTCHES lin. to 10in. centres 


a : AWS, max.o/d.worm.4}in.dia. 
Extra rapid delivery n ea fin. dia. to 6in. dia. 


from Customers own Blanks a up to | in. pitch chain 


R.W.MUNRO, LTD. Cline Road, N.11 


Telephone: ENT 4422-3 


GEARING FOR 


INSTRUMENTS 
CUSTOMER'S OWN BLANKS ACCEPTED 


Capacity shortly availabie for :— 
HIGH PRECISION @ GEAR Prete 
(Max. O.D. Sia. Mia. D. 20) 
Bo OnD. Rcctie soos” 
@ THREAD MILLING 
Up to ifin. dia. by 2tin. long 
Over Ifin. dia. by 4hin. leng 
@ SENCH LATHE TURNING 


F. BROWN “ir 
150, Upper Street, islingten,N.1. CAN 4287 


GEARS—PRECISION 
AND INSTRUMENT MACHINE CUT 
Max. capacity 12 D.P. Bin. dia 
Blanks turned and cut. 
SETON CREAGHE ENGINEERING LTD., 
TRADING ESTATE, PARK ROYAL ROAD, WN. wid 
A.1.D. ‘Phone: ELGar 3356/7 A.R.B. 


Gear Cutting, Auto Turret, Cap 

and Centre the Turning, Milli 

Planing, Hardening and Grindin 
Profile Cutting and Welding. 


SMITH & NETHERWOOD, 
peste 


Phone: MILNSBRIDGE 1865. 





THE DAVALL GEAR COMPANY LTD. 
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CUT FROM 4 D.P. TO 50 D.P. 


EAGLE MILLING Co.Ltd. 
114-116, Lancefield Street, LONDON, W.10 
Telephone LADbroke 0725 and 1294 


EVERY TOOTH OF 
EQUAL STRENGTH 


At last a non-metallic gear 
has been produced with 
uniform strength of tooth, 
resulting in an increase 
of 334%H.P. load capacity, 
and considerably longer 
wearing life. 
Write for particulars of our patented 
GEOLITE GEARS & BLANKS 
(Pat. No. 467726) 


MacECHERN & C 
High Street, Chislehurst, Kent - 


pur Gear and Sprocket Cutting 
from blanks meet or machined complete. 
"Phone : EUSton 13 
TUR NER BROS., 


10, Pratt Mews, Camden Town, N.W 1 





IMMEDIATE CAPACITY AVAILABLE 


GEAR CUTTING to 24in. 
THREAD MILLING 6in. by 48in. 
PLANING 6ft. by 2ft. 6in. 
BROACHING 


MAURALL ENG. CO. 
38-40, Upper Clapton Road, E.5 
Telephone: AMHerst 6/63. 


GENERAL ENG’G. 
ee SERVICES ec 


[mmediate Capacity Available, 
castings, non-ferrous, die, shell ne 

sand, etc. Also machining and stove 

ling —MILLS ENGINEERING PRODUCTS. 

Lrp., Bamet. "Phone: Barnet 6741. 


Centre Lathe Turning Up to 

7tin. centres by 48in. b.c. Tool, Prototype 
and small batch work Modern plant. A.D 
approved.—WARD ELECTRIC CO. (NOR- 
WOOD), Lrp., 44, Chapel Road, W. Norwood, 
8.E. 27. " GIPay Hl 1620. 




















[ pRoTotyPE & PRODUCTION 
ELECTRONIC WIRING, COIL WINDING, 
INSTRUMENTATION & TESTING 
SETON CREACHE ENG!NEERING LTD., 
G. W. Trading vo te Royal Road, 


ALD. ELGAR 33567 ARB. 





WEBLEYsSCOTT can 
make it for you... 
and make it right 


Plant includes— 

Capstans,. Automatics, Milling, 
Drilling, Profiling, Grinding, 
Deep hole drilling, Broaching, 
Heat Treatment, Brazing, 
Metal Coiowring, Spraying, 
Phosphate Treatment, Assembly 


MAY WE QUOTE FOR YOUR REQUIREMENTS 
‘ 7 


_WEBLEY & SCOTT LTD. 


WEAMAN ST., BIRMINGHAM, 4 
EST. 1790 


Induction hardening 

and brazing, etc. We collect 
and 

Shot blasting. deliver 


Om P A N Y LIMITED PRECISION HEATING LTD. 


IMPerial 1103 —- = "phonat kiNtovts 1468 








A.1.D. THE CUN 5195 


HEAT TREATMENT 
PEOPLE OF LONDON 
G.R.M. SERVICES LIMITED, PADDINGTON, W.9. 











WOOD & METAL CAPACITY AVAILABLE for 
PA T T & R ad $ | CLOCKWORK MECHANISMS 
INSTRUMENTS ASSEMBLIES 
HAND MACHINE OR SHELL MOULDING PRODUCTION of SMALL GEARS 
Keen Quotations Good Delivery } | and TURNED PARTS 
B. LEVY & Co. (Patterns) Ltd. | ROBERT PRINGLE & SONS 


1-5 OSBERT ST., LONDON, S.W.1. [| 36.42 Clerkenwell Road, London, E.C.! 
Telephone: ViCtoria 1073 & 7496. | Telephone: CLErkenwell 234! 











GAUGES (Not Thread) —JIGS—FIXTURES, etc. 
EXPERIMENTAL & PROTOTYPE WORK, A.I.D. Apd. 


NOVOGAGE (Tp. 


For quality and precision) 
JIG-BORING JIG-GRINDING, TOOL ROOM MACHINING 


(Nr. HAMPTON COURT STN.) 
81, Bridge Road, 7.).; MOLESEY 2763 @ 4102 East Molesey, Surrey 








ABBEY HEAT TREATMENTS | LTD. 


PLAZA WORKS, HIGH STREET, MERTON, S.W.19 
FOR ALL TYPES OF HEAT TREATMENT. 
WE COLLECT - WE DELIVER 


TELEPHONE: CHErrywood 2291 
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IMMEDIATE CAPACITY 
AVAILABLE 


Capstan Work up to 1 in. Bar 
and 6in. Chucking 
Milling, Drilling, Grinding 
Boring and Assembly Work 
Also Hardening for the Trade 


A.l.D. and A.R.B. approved 


B. TOONE 
(NOTTINGHAM) LTD 
NEWDIGATE ST. 
NOTTINGHAM 
Tel. : 76661 -2-3 











DAVIES-CHARLTON (U.K.) LTD. 

STATION SAWMILLS, BARNOLDSWICK, VIA 

COLNE, LANCS. TEL. BARNOLDSWICK 3310 

A.1.D, APPROVED 

Are specialists in component 
production for the Aero-Jet 
engine industry, and can offer 
capacity on 
THREAD GRINDING 
THREAD ROLLING 
Capstan, Auto and Centre Lathe 
turning. External, internal 
Centreless and surface grinding. 
Horizontal, vertical and profile 
milling. Drilling, Tapping and 
Honing. 


QUOTATIONS FOR LARGE OR SMALL 
QUANTITIES 








products. 


TAINLESS STEEL 
SPECIALISTS 


X-ray 
pressings and machined 


Fabrication, welding and 
inspection, 


parts. 


THE TAYLOR RUSTLESS 
FITTINGS COMPANY, Lowirep 
Ring Road, 
Lower Wortley, 
Leeds, 12 


Capacity Available for Proto- 

desion proving and component 
machining in small, medium and large batches 
in all materials including stainless and synthetic 
We are used to precision limits and 
delivery promises are a 
competitive prices. A.I.D., A.R.B. 
Lep., * Wandle 


types, 


“must ’* 


& SPARKS. 
Liberty 2446. 


HUNTLEY 
Road, London, 8.W.19. 


at, of course, 





PROTOTYPES & SPECIAL 
PURPOSE MACHINES 
REPAIRS & SALVAGE BY DEPOSITION 
MACHINING, FORGING & FABRICATING 
GEORGE MILLS cencincers) LTD. 


BECKENHAM, KENT. TEL: SYDENHAM 5255 











| 
| 
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All-Ways 


(Suppt.) 







Accurate 





Always 






Quality 
AW Efficiency 
Delivery 


DESIGN 
& 
MAKE 


Our Research and Design facilities for the production of close 
tolerance Test Rigs, Gauges, Models, Components and Assemblies 
to timed schedules are at YOUR service—and, of course, 
Precision Toolmaking and Special Purpose Machines. Serving 
Industry, M.O.S., Admiralty and U.K. Atomic Energy Authority. 


Our Technical Department is available for consultation at all times. 





PREMIER PRECISION LTD 


Research & Development Engineers & Toolmakers 


WESTERN ROAD, BRACKNELL, BERKS. 





When answering advertisements kindly mention MACHINERY. ® 
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Classified Advertisements (CONTRACT WORK, condt.) 
CROYDON TOOL 


AND CASE HARDENING §$speciatists 


EXPERTS IN ALL HEAT TREATMENT OF METALS 
CYANIDE HARDENING * ANNEALING * SHOT BLASTING 
KEEN PRICES * WE COLLECT AND DELIVER 
UNION ROAD, WEST CROYDON. PHONE : THORNTON HEATH 5222 

















T. J}. HARRINGTON & SOW LTD 
| Luton Engineering Pattern Co. AUTO PRODUCTION MULTI & SINGLE SPINDLE 
| are prepared to undertake the manufacture anaes a. on WALTON-OnTecabeus 
| of all classes of wood and metal patterns and . y : 

| accuracy and prompt delivery guaranteed.— 
| Send your enquiries to 80a, Princes Street, 


i D F A L | Luton. "Phone 961. 
Oe a ee 
| 
| Capacity “Available For Produc- 
HARDENING CO., LID. Bis iiss Se Smetseet “ane St: | | = CAPACITY AVAILABLE 
DAVIS ROAD, CHESSINGTON, SURREY | delivery._-Enquiries to R. HOE & CO., Lrp., | 
| 109, Borough Road, London, 5.E.1. Nos. 3A, 7 and 10 WARDS; 36in. 


HEAT TREATMENT Pein Vertical BULLARDS MILLING 


SPECIALISTS MACHINING | | MACHINES and CENTRE LATHES 
HARDENING OF e@ ee 
EVERY DESCRIPTION | T SKERS OF ANDOVER 


AND SANDBLASTING | 
AUTO TURNED PARTS] WATERLOO IRON WORKS 


Tel.: ELMBRIDGE 6556-6567 
FINE TOLERANCES, MAX. DIA. | fin. ANDOVER HANTS. 
INDEX SS & GRIDLEY MULTI AUTOS 
THREAD CHASING MANUFACT’RS | TELEPHONE: ANDOVER 2312 
ROLLER BOX TOOL HOLDERS 


— — —s LTD. * 
CASTINGS enarrage » Harold Hill, Essex PLASTIC 
































Ingrebourne 4213 











ECLIPSE FOUNDRY Multi-spindle wt gg ig amg i, (i) il EG iN G @ 


Auto Turning up to 2in. 
capstan turning from the bar up to 24in. dia., 
& ENGINEERING CO. (DUDLEY) LTD. chuck work up to l4in. dia., thread milling, 

SEDGLEY ROAD WEST, milling, shaping, drilling, etc., capacity available 
Any tolerance and quantity Satisfaction | 


TIPTON e STAFFS. absolutely guaranteed. UNICORN PRO 


Noa DUCTS, Lrp., 119-121, Stanstead Road, Forest 
GREY IROM ALUMINIUM crpoiyg MAZEK 


Hill, 8.E.23. “Phone: FORest Hill 7688 (3 lines 
Jobbing Cast- Send & Die Gunmetals Pressure — 
ing up tone Cestings Phosphor. Castings || LARGE PLANING CAPACITY || isstic Works, Long Acre, Birmingham 7 
Bronze 18ft. by 6ft. by 6ft. 


ton 
Repetition Machine —s “wo agen Sta FOR 
| "prone: Haves 022 «|| | HREAD MILLING 
i CONSULT 


wah diate Capstan Capacity | | BROWN’S ENGINEERING WORKS, 
[mme sap zapacity | | Dudden Hill Lane, N.W.10. 


available up to 2hin. dia Also centre 


lathe, milling, drilling, etc. Small well equipped "Phone: GLAdstone 492! 
workshop offers personal attention and prompt 
- 


a 
































delivery —C. DD. F. MACHINED PRODUCTS, ~ 

26, Park 2 te 2 jeld 2159 x : P r 

26, Park Street, Hatfield, Herts. Hatfield 21 Capstan Capacity Available 1 p 
to lin. diameter, also general lizht engi 





| tri . | neering including bench fitting, brazing, silver 
| Cylindrical and Internal Grind | soldering, general fitting, stove enamelling, et« 
} ing, max. swing 8in., capacity available Enquiries to 
| Close limits. Modern plant. A.I.D. approved | ©. H. PRITCHARD & COMPANY, Clavering 
ji -—. sane . H. PR ARD ¢ MPANY, Claverings 
z we Weet ne & —: Industrial Estate, Montague Road, Edmonton, 
PARTS | Gipsy Hill 1020. ‘ N.9. Telephone: Edmonton 4154 


@ DAMAGED PLANT IN ALLOY STEELS, } 
CAST IRON & NON-FERROUS METALS 


SPEEDILY REPAIRED BY WELDING ASHTEAD ENGINEERING CO. LTD. 
ESTABLISHED OVER 40 YEARS 
CENTRELESS GRINDING wa Py cone conpag ided 


AL GRIN 
& EXTERNAL 6 ies Capstan and Centre Lathe Work 
THREAD MILLING Milling * Drilling * Shaping * Slotting 


A.1.D. & A.R.B. APPROVED ESTABLISHED 1920. 














UKES RD, PARK ROYAL, LONDON.W.3 
x ACORN 481i. Grams: Biakerweid. Ealva London 





When answering advertisements kindly mention MACHINERY. 
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Classified Advertisements (CONTRACT WORK, contd.) 


ZEPHYR egeecmtuaine or 
PRECISION TRACK MILLING OF FACE BOX 
& CYLINDRICAL CAMS UP TO 30" DIAM, 

Engineers ltd 


TELEPHONE: EVS. 7624 


24/32 EUSTON BUILDINGS, LOND. N.W.1I 


‘Thread Milling for the Trade 
up to 6in. O.D. and 5in. LD. Any thread 
any quantity. Keen prices for long runs # " 
Satisfaction guaranteed ’ 4 | The following can 
UNICORN PRODUCTS Lrtp., - 2 be delivered from 
119-121, Stanstead Road, Forest Hill, London, ell P43 =Stock:— 
8.E.23. Telephone: Forest Hill 7688 (3 lines . “i \ ” WHerbert 2in., Ijin. 
. , i lin., Hin. and 4s 
g a k Chipstream Roller 
THE AVENUE ENGINEERING CO — rT eee Ware aa. Igin., 
GENERAL ENGINEERING CAPACITY " ’ 5 oa lin. and din. 
f : iid m Brown & Ward 
7, Warner Yard, Warner Street, ' “ Auto, 
Mount Pleasant, Clerkenwell, E.C.! i 9 Brown & Sharpe 
"Phone: TERminus 2209. ' i 2os. os 2G 
_— aylor, Hilco, 
- | Rollers 2 Pins ea 
CHUCKING AUTOS AND BAR AUTOS , Sandon, Wichenan, 
Capacity available for Castings, Forgings, " " -- amtay nw eny 
Billets, etc., up to I2in. diameter en Her- Your Auto & Machine Shop Superintendent yYarner & Swasey 
bert 3A and Herbert Junior Chucking : : . ; ~ 
Automatics. Also Bar Autos and Capstans. ? will be interested in this odipltr Prog ee 
Goed deliveries. We specialise in the manufacture of needle rollers and Tirrus thetage, 
STUART HEYWOOD ENGINEERING rollers and pins for all types of box tools as listed in supplied to 
46, Wendover Road, Staines, Middlesex column on right. Made from highest samples 
Telephone: Staines 515! quality tool steel, bores are lapped to or drawings, 
‘ . 4 10 to 14 days. 
. 0-0003in., pins to 0-0002in. 
As supplied to 


Price List M 2! on request. 
PLOUGH GRINDING ROLLS ROYCE} | 2 7.1 BROCK & CO. LTD. PRECISION. 


24 hr. Service DERBY Stephen Street, Coventry Tel.: 63534. 












































High Speed Service Tool Co. Ltd. 
Maple Road, Surbiton, Surrey 
Elmbridge | | 35-6-7. 




















an mt Aircraft and engine 
IL E 7 PM) IN] servicing tools 
U uU YW Machine tooling 


CH precase wert 
EST: 1929 Machine parts 


Turning, milling, 


Olin UP TO 350in. DIA. BEECHGROFT ROAD hardening, grinding 
TO PRECISION LIMITS _ Complete machine- 
aaa cel | unit assemblies 


MAKES OF MACHINES Tel: WAN 5540 & 3343 


ALLEYNE FOSTER ENG c° yr Telegrams: | LEQUIP LONDON E18 SOUTH WOODFORD 


ESTABLISHED IN 1924 LONDON E. 18 
59 South St., Epsom, Surrey, Epsom 2198 








When answering advertisements kindly mention MACHINERY. 
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PRECISION TURNED PARTS | 


A.1.D., A.R.B., CAA. & 1F.V., APPROVED 
AUTO and CAPSTAN QUANTITIES 
Send your specifications to: 
AYLESBURY TURNED PARTS 


(True Screws) LIMITED 


Britannia St., Aylesbury, Bucks. 
Tel.: Aylesbury 2424 (3 lines) 


i) 


E. R. LATTIMER LTD. 
SHAKESPEARE STREET, SOUTHPORT 
"Phone: Southport 4245 


Offer a very comprehensive service for 
Smali to Medium Component and Sub- 
Assembly Manufacture incorporating: 


@Capstan, Auto & Centre Lathe Turning 

@ Horizontal, Vertical & Profile Milling 

e@Centreless, Surface & Internal Grinding 

@Lapping and Honing 

@Drilling, Tapping & 2nd Operation 
Lathe Work 

@Mazak Pressure Die 
6 oz. weight. 











Casting up to 
Our new and extended Toolroom is now 
in operation with full facilities for TOOL 
DESIGN AND MANUFACTURE. 


We are fully approved by A./.D. and A.R.B. 











FINE LIMIT GRINDING 
MILLING, TURNING, DRILLING. 
Complete Service Offered. 

SETON CREAGHE ENGINEERING LTD., 
Trading Estate, Park Royal Road, N.W.10 
A.1.D. ELGar 3356/7 A.R.B. 











AUTOPRODUCTIONS LTD. 


Autematics : Single Spindle 
Index “9 “24” “3” —" "B.42”" 
Multi Spindle : lin. and i#in. Wiekman 
Capstan 
Drilling 
Milling 


Centreless Grinding 
Polygon Turning 
Chemical Blacking 


CAPACITY AVAILABLE 


53, Green St. Sunbury-on-Thames 
Phone 2499 











[™mediate Capacity Available, 
on single spindle Automatics up to 1tin. 

JAN PRECISION SCREWS, 33, Woodthorpe 

Road, Ashford, Middlesex. "Phone: Ashford 4524 





PRECISION & GENERAL 
MACHINING 


including 
Thread Milling - Radial Driting 
Metal Spinning 
A.1.D. and 1.F.V. Approved. Enquiries invited. 
Surplice & Tozer Eng. Co., Ltd. 
Acre Works, Windsor 


Windsor 1657 & 1844 
Member of the Metropole Group 











| The Alka Company 


___ (Proprietors: Wisanders (Great Britain) Led.) 





PRECISION MACHINING CAPACITY 


—_— 

AjA.D. & A.R. 
APPROVED 
TELEPHONE : 

CRAWLEY 25211/8 


vvvvvyv 


COMBINATION LATHES AND CAPSTANS 
CENTRE LATHE TURNING UP TO 3éin. SWING 
UNIVERSAL, HORIZONTAL, VERTICAL MILLING 
GRINDING, DRILLING, HEAT TREATMENT 

JIG AND FIXTURES 


SPECIAL PURPOSE MACHINES AND ASSEMBLIES 
UP TO 4 tons. 


MAXWELL WAY, GATWICK RD., CRAWLEY, SUSSEX 





WE WOULD WELCOME YOUR ENQUIRIES FOR :— 


@ MILLING—Horizontal & Vertical. 
@ CENTRE LATHES to 38in. Dia. 


@ CAPSTANS to 2$in. Dia. 
@ PLANING TO 6ft. x 3ft. x 3ft. 


@ BORING—Horizontal & Vertical. 
@ Cylindrical Grinding to 20in. Dia. 


x 84in. 
@ Surface Grinding to 24in. x 8in. 
@ Drilling and Thread Tapping. 


A.I.D. APPROVED 
BOWES ROAD ENGINEERING CO. LTD. 


BOWES ROAD, NEW SOUTHGATE, N.1I1. 


‘Phone BOW 2284/5/6 





utomatic and Capstan 

Capacity Available up to 2in. dia 
WILLIS ENGINEERING, 65a, High Street, 
Hampton Hill, Middlesex. Molesey 427% 


Automatic Turned Parts, Press 

Work, Press Tool Making, Capstan and 

Centre Lathes, Milling, Drilling, Thread Milling. 

Capacity available—PARKER ENGINEER- 

ING (KINGSTON), Lrp., 200-202, Cambridge 
Road, Kingston-on-Thames. KIN. 5501 

Planing Capacity, Heavy or Light 
Turning up to 5ft. diameter 

Special machines to customers’ design. 

F. ATKINSON & SONS, London, LTp., 
65, King’s Cross Road, W.C.1. Terminus 4050 


mmediate Capacity Turning, 
capstans, milling, drilling, die and_ tool 
making. LS ENGINEERING PRO 
DUCTs, Tel.: BARnet 6744. 


Metal Spinnings. Immediate 

eapacity for metal spinnings and sheet 

A.1.D. approved.—HIGHBURY 

METAL SPINNING CO. (1955), Lrp., 30, 
Highbury Place, N.5. CANonbury 2906 


Lrp., Barnet. 


Horizontal Production Milling 
for the trade. Slots, flats, squares, etc., 
of all descriptions milled on latest plant. Keen 
prices for long runs, satisfaction guaranteed. 
UNICORN PRODUCTS, Lrp., 110-131, Stan- 
stead Road, Forest Hill, London, 8.E.23. 


‘Telephone: Forest Hill 7688 (3 lines). 








ROSSER & RUSSELL LTD. 


Queen’s Wharf, Hammersmith, 
ONDON, W.6. 


Telephone: RiVerside 4161. 
GENERAL ENGINEERS 
AND 
MANUFACTURERS OF 
SPECIAL MACHINERY 


TO 
CUSTOMERS DESIGN 




















Automatic Work Up to Ifin. 
Immediate capacity available— 
TRUE ENGINEERS, Ltp., 


Wharf Lane, Bourne End, Bucks. "Phone 1316 


Lathe 
diameter 
Castings and 
Milling, drilling and 


Capstan and = Turret 
Capacity available up to 4{in 
bar and 22in. diameter chucking 
Forgings a speciality 
centre lathe turning. High class work with 
prompt delivery Enquiries invited to 
WHITWAM & ELEY, 
22/24, Stafford Road, W.3 Acorn 8364 
Automatic Capacity Available 
on Index single spindle autos. up to 2in 
dia.—ARTHURS ENGINEERING, Hersham 
Trading Estate, Molesey Road, Hersham, 
Surrey. ‘Phone: Walton-on-Thames 5119. 


Capstan Capacity Immediately 
available, 8 B.A.—1#in. Steel or Brass. 
Large stocks of raw materials 
SACRON, Lrp., 
7, Chiswick High Road, W.4. Tel. CHIswick 3595 


apstan Capacity Immediately 
available 10 B.A. to 1 tin. B.MLS. Stainless, 
Brass, etc. Ali materials in stock.—CHISWICK 
ENG., Lrtp., Pluckington Place, Southall, 
Middlesex. Tel.: Southall 2247. 


igh Precision Grinding of 
Tungsten Carbide and Steel Tools 
Accurate profile grinding and progression tools 
a speciality.—S. T. L7p., 22-26, Upper Mulgrave 
Road, Cheam, Surrey. “Phone: Vigilant 0074/5 





SHEARING, BENDING, 
ROLLING, STAMPING, 
up to din. plate. Rotary coil slitting and 
allied services. Sheets and plate in stock. 
SHELMERDINE & MULLEY LTD. 
EDGWARE —— 


GLAdstone 7677-8-9. 











When answering advertisements kindly mention MACHINERY. 








July 9, 1958 MACHINERY 159 


Classified Advertisements (CONTRACT WOFK, contd.) 


CAM CUTTING 4, MANIFOLD 


ACCURATE CAM MILLING OF FINEST QUALITY 


is being produced on our special-purpose 
machines which can cut up to 34in. diameter 





and to any form you may require—and— 





just to be different— 3 dimensional cams too! 


MANIFOLD MACHINERY 
COMPANY LIMITED 
SUFFOLK WORKS 
660 GREAT CAMBRIDGE ROAD 
ENFIELD : MIDDLESEX 


| | ENFIELD 5353 | 


lAcwicit 














A.R.B. APPROVED 
CAPACITY AVAILABLE 


@ MILLING @ SHAPING 

@ CAPSTAN @ DRILLING 
@ GRINDING @ PROFILING 
@ CENTRE LATHE 


CAPACITY AVAILABLE 


High Precision Components 
A.1.D. and A.R.B. 
approved. 


Capstans up to 2in. 


Warwick 


NORMAN 





England 


Centre Lathes to 74in. 

Milling and Tooling. 

W. G. HEATH AND COMPANY, LTD. 
5 Princess Square, Plymouth 


@ CRIDAN THREADING 
CLOSE LIMITS. PROMPT DELIVERIES 
NORMAN ENGINEERING CO. LTD., WARWICK 

















PRECISION TURNED COMPONENTS 
TOOLS LIGHT PRESS WORK 


sfran SHORT RUNS 
FIXTURES RELIABLE DELIVERIES 


RADEK ENGINEERING 


121, South Street, Braintree, Essex 


CENTRELESS GRINDING 








A.1.D. Approved. 
CENTRELESS BAR GRINDING. 
Close Tolerances to your Requirements. 
uick Delivery. 
L. BURKINSHAW & CO. (SHEFFIELD) LTD. 
Oughtibridge, Sheffield. Telephone 40812 


ALL TYPES OF FORM, THROUGH AND PLUNGE 
2 A.D. & AR. e 
AP 
CENTRE LATHES, AUTO AND ALL TYPES OF GRINDING 


sBAR GRINDING Js 
PROVED 6157 & 7088 
REDCAR ENGINEERING CO. LTD., 








tein. TO Sin. DIA. UP TO I5ft. LONG 
IMMEDIATE CAPACITY ON CAPSTAN, MILLING 
HOLLY ROAD WORKS, TWICKENHAM, MIDDLESEX 





HORIZONTAL BORING 
GRINDING 


COMBINATION TURRET LATHES HORIZONTAL MILLING VERTICAL MILLING 
DRILLING 


D. A. GUNN (ENGINEERING) LTD 


PLANING I[2ft. Oin. 


VERTICAL BORING RADIAL DRILLING CENTRE LATHES 


WELDING PROFILING HONING 


32, Park Road North, W.3 





Tel.: ACOrn 4841/4 
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LET US BE YOUR MACHINE SHOP 


WE INVITE YOUR ENQUIRIES FOR: : > . so sa 


Capstan, turret and centre 
lathe work : milling-all types- 
internal, surface and universal 
grinding, GSIP jig-boring, 
drilling, shaping, honing, etc. 
also for too! work. Oursisa 
complete machine shopto meet 
your every need. 


A.1.D and A.R.B. Approved 
MARSDEN & SHIERS LTD. DAVIS ROAD - CHESSINGTON - SURREY - Phone ELMBRIDGE 5333-4 























Capstan Capacity Available , pice 
tin. to il¢in. Stainless, H.T., B.MLS., 


| wr. Bats, | ALD. C.LA., A.R.B., WELDING & 
etc. No quantity too smaHi,—ACME WORKS, | 
—_—_--  ——s | APPROVED FABRICATIONS 
| 
| 
| 





Machining Capacity Available me 
for turning, milling and capstan up to . ¢ 

1 tiv., in easy reach of London by road or rail 

SOUTHERN PRODUCTS, Saltdean, Brighton 

"Phone: Rottingdean 2700 


uto Corey Da cata mary nes : ee oO 00 O re. 
Castle orks, ipton Roar nadley, | ee te 
Tel.: Dud 510: ‘apa available fo ; & A Y 
edintin anee os cae — ay Bo siditen. | P R E $ CAP 2 CciT U P To i 000 
drilling NW Rep Mm products | : 
op ft Eg yh —— J ([] +» ALL MATERIALS - : 5 


tions in any quantity Nuts, bolts, screws, 
general turning, tool design and manufacture 


POLARCOLD LTD., 
e PRESS WORK e | CONGLETON - CHESHIRE TEL. 2401/3 





ah ch th th ch th thet tht ehdl 
SUB-MINIATURE PRESSINGS | ¢ apasnemcer ~ 


and multi-stage precision press work NAISH BROS. & 0., LTD., 


> in all materials $ 
| p ‘ PROMPT DELIVERIES & 
Ald ressings G. A. PRECISION PRODUCTS LTD =| §: 124, CHELTENHAM ROAD, 
No, 2 Factory, Darkes Lane é BRISTOL -_ Tel.: 25532-3. 
Potters Bar, Middlesex 6 PRESS TOOLS 
ANY TOLERANCE Potters Bar 6895 é 
TO ¢ FIXTURES 
3 SPECIAL MACHINES 
¢ PRESSINGS 
$ GEARS 
? 


SHAPE OR QUANTITY 
Pressings in All Metals Up to 


60 tons. Press tools manufactured in our 
own toolroom Light assemblies Domest ix 
Electrical and Mechanical All finishes. A.I.D 
and A.R.B. approved Advice and estimates 
given free.— Inquiries to 
METAL COMPONENTS, Lrp., 


ECONOMIC STAMPINGS LTD. Dolphin Road, Shoreham-hy-Sea Suskex 


j 
DISRAEL! STREET, LEICESTER + TELEPHONE 32233 ee j TREVENAS LOVER 
mimete Of Tet BanTiaT €8Our i 
ALL NLL LE LLG ELT INI 5 LORE | aonee areas = = 
| 


Coeeeseaeeseesaee 





309-312 ICKNIELD STREET | 
BIRMINGHAM 18. | 
Cuality contacts for the Electrical Industry. 


Small and Medium Presswork in 
all ferrous and non-ferrous metals 


a Cn AOR AS ™ resswork Up to 40 Tons, Circu- 
p 





lar and surface grinding on latest J. & 5S 


machines. Tools designed and made for the | 
PRESSWORK trade, or your article produced throughout in | 
our works A.1.D. approved Enquiries | 
welcomed WEMBLEY TOO! coO., Lrp., 
SMALL AND MEDIUM 3. Bridge Road, Willesden, N.W.0. WI 
66678 
(including Deep Drawing) . Telephone: B'ham Northern 0258. 
We can provide : : | ON AIR MINISTRY LIST 
MATERIAL: TOOLING - METHOD Pressings and Stampings, Ltd., | CONTRACTORS TO THE G.P.O. 
PRODUCTION & FINISHING Eccleston Road, West Ealing, W.13. 


Presework up to 150 tons. Double action deep- | 
Free Delivery Greater London Area irawing—cuillotine ft. by 10 S.W.G. Spot 


“Apprev mekling—Avwembiy, Tool making and electro: TN 
H.G. SANDERS —i e TOOLMAKING e 


LIMITED Presswork up to 50 Tons, In- | 


ss cluding deep drawing. Long or short runs. * 3 a 
Gordon Road, Southall, Middlesex i Customers’ tools and materials acceptable. | Press Tools, Jigs and Fixtures, 


‘ Tooling and designing. —BIRCH & JACQUES light Pressings up to 10 tons.—SPENCE 
Telephone: SOUthall 5611 TO@LMAKERS), Lrp., Hersham Trading | TOOLS, Lrp., 361a, Oxford Avenue, Trading 
| Estate, Walton-on-Thames. Tel.:W-on-T 5379, ' Estate, Slough. Tel.: Slough 22394. 
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THE FIRM WITH 
HALF A DOZEN JIG BORERS 


for PRESS TOOLS etc. 


HIGH SPEED SERVICE TOOL 00. LTD. 
Maple Read, Surbites, Surrey. Elmbridge 1135-6-7 
STUDER PROFILE GRINDING A SPECIALITY. 





TOOLROOM AND PROFILE 
GRINDING CAPACITY 
AVAILABLE 
FORM CUTTERS A SPECIALITY 
PROTOTYPE WORK 
GOOD DELIVERIES: 
FIRST CLASS WORK 


S. E. WAKELIN & CO. LTD., 
JIGS, FIXTURES 204, Birchfield Road, 


PRESS TOOLS & Birmingham, 19. 


GAUGES EST. 1893 'Phone Nor. 8201/3 
PRECISION ENGINEERS 


SPECIAL MACHINERY rex _—eae ae) 
!}@ MOULDS Compression and 


Injection Plastie | 
MACDOWALL EQUIPMENT COMPANY LIMITED m4 ra Pressure Diccasting 
R ESSEX Rubber and Gravity 
NORTH STREET ROMFORD ESSE © a0 & Fixrunae 

@ PRESS TOOLS 

\@ PRESS WORK up to 25 tons 
@ AUTOMATIC & SAPSTAN 


ROMFORD 6198! TO ER PRACISS 17'S 
Camdentools. 


21-22. HONYWOOD ROAD, 
BASILDON, ESSEX, 


Phone: Basildon 20506/7. 














Capacity Available, Press Tools, 5 
Jigs. Fixtures, Production of Metal| Jig Boring Capacity Available 
Pressings. Prototypes and Jobbing Light | on Cleereman table 36in. by 16in. 
Assemblies. WESTCLIFF ENGINEERING CO., Rye Road, 
ELLIOTT & WEST | Hoddesdon. “Phone: Hoddesdon 2340 


587, Liverpool Road, N.7. "Phone: NORtb 2366. | ; 
PRECONOMY CO LTD 








COVENTRY GRINDERS LIMITED 
AID & ARB Approved Phone : 60736 & 60174 


GAUGES, FORM TOOL, COMPONENTS 


A complete Gauge, Tool Room and Inspection Department 
at your service including over 50 grinding machines. Send 
Y nw & é 8 Kellering and Cam Profiling 
us your enquiries for Centreless, Internal, External, Blanchard, er MPMCitY UP to Bft. by Oft., or Of. dia- 
meter 


Surface, Jig, Optical Form Grinding as well as for your ARMYTAGE BROS. (KNOTTINGLEY), 


LapD., 
Gauge and Tool Work. The Foundry, Knottingley, Yorkshire. 
Telephone: Knottingley 2743/4 
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ZZ 


KEMP 


PRECISION TOOLING LTD 


37 JUNCTION ROAD, 
CROYDON, SURREY 


Gia | 


A 





A GOOD TOOL 


TELEPHONE : CROYDON 5658 


PRESS TOOLS, JIGS 
GAUGES, MOULDS 


SPECIAL PURPOSE 
MACHINES 


PROFILE GRINDING 


PRECISION 
COMPONENT 
PRODUCTION 





JIG BORING 


\" 
| 


Send Us 
Your 
Enquiries 





THE KEMWORTHY JIG & PRESS TOOL COMPANY LTD. 


HIGH STREET, COLLIERS WOOD, LONDON, S.W.! 


H | 


PRESS TOOLS 


MULTI-OPERATION TOOL 
© SPECIALISTS °@ 
STAMPINGS IM ALL MATERIALS 
FIXTURES - JIGS - MOULDS 
SPECIAL PURPOSE MACHINES 


WT. thin’ Ltd 
178 ST.ANN'S ROAD, LONDON.N. 


PRESS TOOLS 





JIGS.FIXTURES 





jIG BORING 


ON GSI, JIG BORERS 


EDMONTON TOOL& ENG.CO.LTD 


141, MERTFORD ROAD . EDMONTON W.9 
/ TELEPHONE: EDMONTON 4412/3 


SPURS , SPIRALS , BEVELS, WORMS 
& WORMWHEELS 


GEAR CUTTING 





PRECISION PRESS WORK 


@ Double action 
deep drawing 
@ Double roll feeds 
* Own -— room 


HOLLY ENGINEERING (Orayton) LTD 


Cotha ue, Yiewsle ‘y Middlesex 
Teleph West Drayton 2870 


| |THE MITCHAM JIG & PRESS TOOL Go. Lt. 





July 9, 1958 


Press Tools 


JIG BORING 


ON NEW4G SIP JIG BORER 


BENEDICT RD., MITCHAM, SURREY 
Telephone; Mitcham 3635 














\GS 
ol \S° NN os 
SS 10 wovt 
115 CHURCH ROAD posers le 
fa 





TELEPHONE BALHA 





CHIs 


cus RE, CARDER LTD. Si's 
| & 2, Chiswick Comman Road w 
os —A 
UNIVERSAL GRINDING 
—JiG BORING @ENERAL 
GOOD CLASS MACHINING WORK— 
DESIGN OFFICE & DEVELOPMENT WORK 








a 


CENTRAL ENGINEERS 
(HERNE HILL) LTD. 
e@ JIGS—FIXTURES 
@ PRESS TOOLS—-GAUGES 
@ PRECISION GRINDING 
Enquiries Invited 
Rd., Sheerwater Estate, Woking, 











Surrey. Phone: Woking 5192-5193 
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SPECIALITIES 














Seeeeeeeeeeeeeeeeeeeeer.£ 
CHS EEEHEEEEEH HHH Hane e. 
“SCOTT HESEHES OOH EEE BEB HH*- 
-« SOHC EEEEEHEHE EE EEEH.. 
. eeeseeeceset 
eeeese 


eeeeese od ‘ 
SCeeeeeeeeeeseeeeee 
*eeeeeeeeeeer.. - 
“#0 CCCCC CHE Ht 
“*s@eeeeest- 
*eeeeee 
"“@@9 


Write for details of this ser- 
vice which also covers all 
Victoria products — dividing 
heads, milling attachments, 
rotary tables etc 





Mle: MACHINE TOOL COMPANY LTD. 


VICTORIA WORKS - WILLESDEN - LONDON NWIO 





SGeMG FLEXIBLE | ia 
METALLIC CONDUIT KENNAMETAL 


and solderless couplings 


For protecting cables leading to 
motors, switchboards, 
starters, etc 
All sizes from }in.todia. 

THE DONOVAN ELECTRICAL CO. LTD. 
(Wholesaling Diwsion) 
GRANVILLE STREET - BIRMINGHAM 1 


The Super Grade 
Carbide of World 
Wide Reputation 


GEORGE H. ALEXANDER 


MACHINERY LTD. 


‘ WwW ot | Guns Lane, West Bromwich, Staffs. 
o R T H Telephone: West Bromwich 1931 (5 lines) 
PIPE UNIONS Telegrams: “Viking, West Bromwich" 


for Steam, Water, Ol 
or Gas. 




















} 

ee wry te eer 

| (TIME RECORDERS~--Sales— Mchine Engraved Feed Dials. 

NEVER LEAK Rental Service. Tel. HOP 2239 | Scales, Nameplates, Labels, + . Pea 
TIME RECORDER SUPPLY & | and Plastics. Quick Delivery.—O. A. KAMPF 

WALTER SLINGSBY & CO. LTD. | | MAINTENANCE CO., Ltp., |‘& CO., Tanyard Works, Beaminster, Dorset. 

WASK WORKS . KEIGHLEY 1157 159, Borough High Street, London, 8.E.1 ' "Phone: Beaminster 440. 














BRAND NEW BALL & ROLLER BEARINGS 


OVER 4,000,000 IN STOCK IN MORE ee en ee ee 


BRITAIN’S LARGEST STOCKS 


STOCK LIsT AVAILABLE 
895-921 FULHAM RD. LONDON S.W.6 
CLAUDE RYE BEARINGS isvows coco is) mic 254 
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MACHINE ENGRAVED 
RULES 


MCCROSKY eed ‘e WHITTAM & CO. 


BRITISH MADE ) Specialists in 


Machine Rules, Scales, Circular 
Dividing, Standards, and all 
types of Steel Rules, for the 
Machine Tool Trades. 
Established 1860 
Telephone: Pendleton 3117 
Claremont Works, Salford, 6. 


























INSERTED BLADE 
MILLING CUTTERS 
Easy accurate setting with 
unique Jack-l.ock wedge 


: Sample cutter on request 





Write for full details to Small Tools Department. 


GEORGE H. ALEXANDER MACHINERY LTD. 
@2, 83, 84, COLESHILL STREET, BIRMINGHAM 4. 






































| : ‘ ‘ 
Gniversal Tungsten Carbide Tool 
P Manufacturers of standard and special form 
B R I Ti Ss H Ss PRI NGS Ball Bearing Co. | tools in high speed steel and tungsten carbide 
111-115 Hammersmith Our range includes reamers, cutters, workrest 
W Grove, London, W.6 blades and wear-resistant parts. 
& AS H E RS “- FACTORS Carbide supplied to customers’ spec va mg 
d express service given for emergency tooling 
ACTURERS vias 
WILLIAM FINUCANE "AND. REPAIRERS DIAGRIT GRINDING CO., Lp. 
arden, ent. 
(APRINGS & PRESSINGS) | Phone Grams: “ Universal Bearing *’Phone: Marden 362 
LID. ALD. ARB. | Riverside 3262-3-4. Hammersmith” 





ELGAR 3757/8/9 


16A HILLSIDE, 
STONEBRIDGE PARK, 
LONDON, N.W.I6 


THE TOWNSEND RIVETER 


Over 1,000 users in the United 
States of America and Gt. Britain 


Illustrated here is the No. 2 Standard Vertical 
machine 4” to +4,” diameter of rivet. 
Production is as fast as operator can handle 
work. 


Please send for catalogue of all models to Dept. M.T. 


age : — GEORGE H. ALEXANDER MACHINERY LTD. 
eee eee | 82-84 Coleshill Street, Birmingham 4, England. 


REVOLVING CENTRES, Lrp., Oxford. 


ANNOUNCEMENTS 


" ———amerer MISCELLANEOUS | | MATERIALS FOR SALE 
iles & Kaye, Ltd., 102, South- | — : ' 

— ainpton Row, London, W.C.1. Holborn 

6858. Specialists in commercial and industrial | beats Motors, New and | | Surplus Mild Steel For Sale, 


photography for over 60 years. All branches of 
photographic work undertaken Secondhand, over 1,000 always available 20G. to 14G. Offeuts 20G. to 14G ‘old 








“ RUBURY”’ 
ROTARY COMPRESSORS & EXHAUSTERS 
Manufactured by 
THE HAMMOND ENG. CO., LTD., | 
Chase Side, Enfield, Middx. | 
Telephone : ENF. 1323 (4 lines) 
















































| for sale, part exchange or hire. Prompt | Ss Mill 6 1 3 t 
Photographs by MACHINERY | nl service in event of breakdowns.— — ed ee - _—, ey 5. SONS. 
set the standard in engineering publicity. | JOHN RODWELL, Lrp., Vicarage Road, | [yp Bath Street, E.C.1. CLE. 17 


Our studio is one of the best equipped in the | Hornchurch 8877/8 

country. Ideal for really good photographs of 
tools, attachments and portable equipment 
Mobile units available for taking photographs 
in black and white or in natural colour in your 
own or your customers’ works. Specimens of 
work eye on no “4-7 particulars 


fm recewacen une |! ~6Se@e also Page 184 for 








ican West Street. Brighton, 1. 


Sains ou Guubettes adverts received too 


R: & 3. Park. 11D. pominion|| ate for Classification. 


Specialists in packing heavy machinery. 
When answering advertisements kindly mention MACHINERY. 
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MATERIALS WANTED The Proprietors of British Pa-|'The Proprietor of British Patent 

tent No. 726997 for “ Improved Tool, | No 787483 and U.S.A. Patent No. 2,821,817 

— Such as a Milling Cutter or Broach, with | | for * * Improvements in or Relating to Grinding 

Z teel, Aluminium, Brass, Sheets, Inserted Blades,’ desire to enter into negotia- | Machines,’ would accept commercial exploita 
and Offcuts 10 to 24g. Small or Jarge | tions with a firm or firms for the sale of the | tion by licence or otherwise 

quantities, Cash payments..-DYAS & FOWLE, | Patent, or for the grant of licences thereunder Manufacturers who are interested are invited 


41, Loudoun Rd., N.W.8. MAlda Vale 2711, 5477 Further particulars may be obtained from | to Write “ W.Z 8, Golborne Road, London, 


MARKS & (CLERK, 57 and 58, Lincoln's Inn | W.10 
Fields, London, W.C.2 





BRITAIN’S BIGGEST BUYERS BUSINESS OPPORTUNITIES 


. heffield Engineering Firm with 

‘The Trade Marks Set Out | S comprehensive engineering plant and 
below were assigned by RACHEL | extensive experience in the design and produc- 
SEXTON, of 1, Hatherley Hall, Hatherley | tion of all types of machinery, including special 


Road, Cheltenham, on the 14th February, 195%, | purpose plang, wishes to undertake the manu- 
to the Bottling Trades Chemical Company facture of coniplete or part assemblies, including 


NEW BALL AUG M See | Limited, of Mead Koad. Maida Vale. Chelten- | assembly line production.  ‘GOwn Drawing Ofc 
ham. Gloucestershire, WITHOUT THE GOOD 


L and Pattern Shop. Technical Representatives 
WILL OF THE BUSINESS IN) WHICH 


in all areas.—BOX rath, Maceinery. Clifton 
1 
Registra- With T I 
OF ALL TYPES & SIZES on Mark. Goods | Plastic Moulder, oolroom 
Number facilities desires co-operation with active 
CLAUDE RYE BEARINGS ing machinery, milk | view to manufacturing articles for their sole 
churns (machines) | distribution—Write BOX Z36, MACHINERY 
895-921 FULHAM RD. LONDON, S:.W.6 CE alin | Clifton House, Euston Road, N.W.1 
RENOWN 6174 (EXT. 24) TELEX * 2-3453 machines | 
653401 PH-ENTEX Bottle-washing and fil 
ling machines, wring 


B bE A R | lo | G Ss THEY WERE THEN IN USE. — Euston Road, N.V 
652189 HYGENTEX Ice Cream wafer mak ieee eet oa cheatin centenary 
and battle filli 
ing machines, wash 





| Fully Experienced Small Turned 
parts specialist desires to contact person 
| willing to finance start of small auto. screw 








| > eieieene , machine business. Details at interview BOX 

PATENTS—TRADE MARKS SS oe a . =_ | Z73, Macninery, Clifton House, Euston Road, 
| ing machines, mix | N.W.1 

<ings Patent Agency, Ltd. ing machines for ice | 5 
K r R. KING, AM ee hE. | cream, milk plunger | For Patterns, Blocks, Jigs, 
Registered Patent Agent, ‘Dp h of | ma h r Repetition Work in Wood Jabro« 
1464, Queen Victoria Street. London, E.c.4 r nd Pca churns Tufnel.”” et« No job too small.—Send your 
4 Clay 6161 Booklet on Request ; a ' enquiries to P.M., 29, Sixth Avenu Bristol 








PLANT WANTED 





























B {; MACHINERY, LTD., 
| HN | ‘| Hips : * Montgomery Street, Sp ser peer WANTED 
, Birmingham 11 wi ¥ P ay good prices fe 
chine cols o class make ane 1g oot 
EB sg aS i le GOOD CLASS MACHINE 
, 6 Wanted... Reasonably, Modcre | tools and sheet metal 
oul 1achinery. Best prices paid.—W. FORREST | . 
| & ‘ o : L.T)D., ieshuseey Works Sylvester Gardens, machinery. 
Sheffield, 1 Shettield 233145 
achine Tools, Power Presses | 
M and Sheet Metal Machinery. Single EDWIN MILLEN 
machines or complete plants pure hased 
Immediate inspection ALBERT EDWARDS 70 Clerkenwell Road, London, E.C.1 
MACHINERY), Lrp., 79/89, Pentonville Road, "Phone: CLErkenwell 6064 
London, N.1. | * 
| 
@ We invite particulars of your surplus Mechines 
SOAG MACHINE TOOLS LTD. | TOOLS REQUIRED 
7, JUXON ST., LAMBETH, LONDON, S.E.1i! } | 
Phone : RELience 720! | OFFER YOUR MACHINES TO | MODERN ace 
Grams : ‘ Sotoolsag,’ Londen | } IN 
. J.E. RAISTRICK LTD. | ae E TOOLS 
q Wanted, Planing Machine in POYLE TRADING ESTATE | GOOD PRICES, Send details to 
5 reasonable condition, open sided though COLNBROOK, SLOUGH. | WM, URQUHART, 
double sided may be considered. Size approxi | BUCKS. 1023/27 awas 
nately 2ft. 6in. square by &ft. to 10ft. stroke. | . | Garratt Lane, London, . 
Details and eines tc BOX ZR2, Mac AINERY, | TEL: COLNBROOK 242! | * Tel: BALD AM 8551 
(lifton House, Euston Road, N.W.1 ! 














HIGHEST PRICES otic eed aa 


METAL WORKING MACHINERY « TIN BOX 
PAID FOR a ta aes MAKING MACHINERY * WOODWORKING MACHINERY 






Outright purchase or in part exchange 


2 J Edwards Ltd 202: HOUSE, 399-361, EUSTON RD., LONDON, N.W.! 
Telephones: eas: Euseon 4681 (7 lines) 371 (4 lines) 


SET, BIRMINGHAM 3 Telephones: CENeral 7006/0 
When answering advertisements kindly mention MACHINERY. 
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Late Type Machine Tools 

Best Prices are offered for 

latest types of Machine Tools. 

Send us details of what you 

have and our representative 
will call to inspect. 


MACHINE TOOL CO. LTD. 








J. B. 


ORD ST 


BIRMINGHAM 5 


MiD 





WANTED GOOD 
MACHINE TOOLS 


Offer your Surplus Tools 
tous. We pay a good price 


M. WARD 


(MACHINE TOOLS) LTD. 
1, KILBURN HIGH ROAD, 
LONDON, N.W.6 


MAIDA VALE 1195-96 
Telegrams: Emwarneer, Kil., London 


One minute from Kilburn Park Station 
Bakerioo Railway 


2 us. 














CENTAU R TOOL 
modern secondhand Machine Tools by first-class 
makers. Write or ‘phone and our representative 


will call. "Phone: EDGBASTON 1118 and 1119. | 


"Grams: Capstan, Birmingham. 





A. LAWRENCE & CO. 
(MACHINE TOOLS) LTD. 


will be pleased to purchase 

your surplus Modern 

Machine Tools either on a 

cash or part exchange basis. 

Ask our representative to 
call and inspect. 


Welsh Harp, Edgware Road, 
London, N.W.2 


Telephone ; GLAdstone 0033 











WORKS, | 


Birmingham, 18, pay best prices for good | 


USED MACHINE TOOLS 


We offer generous prices for your plant or 
accept in part exchange for medern equipment 


E-HJONES 
(MACHINE TOOLS) E.J') 


48, HIGH ST. EDGWARE, MIDDX 
Telephone: EDGwere 4488/9 
BIRMINGHAM: MIDLAND 5593 











WANTED 
ALL TYPES OF MODERN 
MACHINE TOOLS 
Please write or phone details to: 


THE MIDLAND MACHINE TOOL CO. 
BRADLEY, BILSTON, STAFFS. 
Tel.: Bilston 42471/4 














WANTED 
||MODERN MACHINE 
TOOLS 


t 
| witedint 
| 
} 


We pay cash for single machines 
or complete plants 


IMMEDIATE INSPECTION ARRANGED 


SOUTHERN ENGINEERING 
AND MACHINERY CO. 


CONNAUGHT BUILDINGS 
TANNERS BROOK, MILLBROOK 
SOUTHAMPTON 
Telephone: Southampton 73101 /2/3 


Z 
SEND US DETAILS 


Machine Tools and Sheet Metal 

Working Machinery, modern items of all 
types required.—CHARLES E. MATTHEWS 
MACHINE TOOLS), Lrp., 34, Gladstone 
Road, Croydon. Thornton Heath 1785 


|Harry§ Kirk Will Purchase 
modern quality machine tools for cash. 
| Whole plants or individual itemm—Fuil details 


to:— 
HARRY KIRK ENGINBERDNG, Lrp., 
} Machine Tool Division, 

| Brandon Road Works, 

| Brandon Road, Coventry. 
Telephone: Walsgrave-on-Sowe 2313/4. 








July 9, 1958 


Modern Good Class Machine 

Tools and sheet metal machinery required 
for prompt cash.—H BELL (MACHINE 
TOOLS) LTD., WALTER STREET, LEEDS, 4 
Tel: 63-7398, 





anted, 

Churchill VA @r similar, 6ft. capacity or 

larger.—BOX V643, Macutnery, Clifton House, 
Euston Road, N.W.1. 


Slideway Grinder, 











WE ARE KEEN BUYERS 
OF GOOD MODERN 
MACHINE TOOLS. 


INSPECTION WILL BE 
ARRANGED AT ONCE. 


M. C. LAYTON LTD. 
96-98 VICTORIA STREET, 
LONDON, S.W.| 
Telephone : ViCtoria 7778/9. 

















WANTED 


Cold Chamber Diecasting Machines 
LESTER PHOENIX * POLAK * REED 
PRENTICE EDGWICK H.P.M. 
Box Z106é, MACHINERY, 
Clifton House, Euston Road, N.W.1 











Petermann 10 H.S. Automatic 

and Equipment. Petermann No, 2 Slotting 
Attachment.—BOX. Z103, Macurnery, Clifton 
House, Euston Road, N.W.1 


achines, Second Hand, Re- 





quired urgently for export 1—plate 
folding machine, or press brake, 8 by ? or nearest 
| 1— metal cold circular saw 1—heavy duty 


| horizontal bar bending and _ straightening 

| machine. Condition of these machines not 

| important Reply Urgently W. H. PLINT, 
c/o AMERICAN EXPRESS, Haymarket, 
London. 


anted, Small Capstan. in. 
Murad or similar with collets and bar 


feed State condition, price and particulars of 
equipment to A BAKER, Lrtp., 89-90, 
London Road, Brighton. Tel.: Brighton 24817. 


| 











See also Page 184 for adverts received 
too late for classification 








When answering advertisements kindly mention MACHINERY. 
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on 


“HENRY BUTCHE 


GoectahiMs tse Thee 
® VALUATION AND SALE 


73 CHANCERY LANE, LONDON, 


TEL.: HOLBORN 841! (8 lines) GRAMS: PENETRANCY 
Terr 





HERBERT WIDDOWSON & SONS LIMITED 


CANAL STREET WORKS - NOTTINGHAM - ENGLAND TELEPHONE 4206! 





Norton Universal Grinder, 12in. 

by 24in. Hydraulic machine—1942, com 
plete with accessories. MARSDEN & SHIERS 
Lrp., Davis Road, Chessington, Surrey Elm 
bridge 5333. 


Mitchell of Keighley S.S. & S.C 

Gap Bed Centre Lathe, 84in. height by 
aft. , 32in. swing in gap, 
motorised 400/3/50.—SOUTHERN ENGIN 
EERING & MACHINERY CO., Connaught 


3in. between centres 


msosessssnsnsnss sisi litt till) 


R & CO 
OF FACTORIES, PLANT AND MACHINERY @ 


, HOLB., 





Buildings, Tanners Brook, Millbrook, South 
ampton. Tel.: Southampton 73101 


AUTOMATICS—tin. to 3{in. 


Makers Butterworth, Brown & 

Cleveland, Gridley. 

Also Lathes, Milling and Grinding Machines. 
List on request. 


A. BUTTERWORTH & CO. 
ST. JOHN STREET, ROCHDALE 
{Telephone : 48015) 


Sharpe, 
One No. 3 Titan Cupolette, 


5 ewt. capacity. With motor, Charging | 
Stage, Stairs, Chimney, and 5 cwt. Jib Crane 
Almost new, condition. Apply 

The Buying Department, 
PARKINSON COWAN APPLIANCES, Ltp., 
Stechford, Birmingham, 33 











NEW MACHINES FOR OLD!!! 


Reconditioned 
Ward 2a and Ward 3a 
Capstan Lathes available in exchange 
for your worn machines 





Immediate Delivery 


HELIOT MACHINE TOOL CO 
35, Greenwich Church Street, London, S.E.10 
Phone: GREENWICH 1222 





eee este tt ttt Es 
s 


W.C.2 
LONDON 





There are 
BUAOREDS 


MACHINES 
to choose 


MACHINE 








ISLINGTON PARK STREET, 
HIGHBURY CORNER, LONDON, 
(on the main Al Road from the North) 





DON’T KNOW 

WHICH WAY 

TO TURN? 
REMEMBER... 


WAROS might have #*/ 


THOS. W. WARD LTD 
ALBION WORKS, SHEFFIELD 


| E- H. Jones No. 55 (New) Vertical 
| Milling Machine, table 32in. by 11in., 
} motorised 400/3 

EERING & 


| Buildings, 


ampton. 
|; Wanderer Universal Milling 
| Machine. Table 30in. by 10in. Speed 
96-1,000 r.p.m., complete with dividing head, 
toolholders, et« As new.—BOX 1105, 


50.—SOUTHERN ENGIN- 
MACHINERY CO., Connaught 
Tanners Brook, Millbrook, South- 
Tel.: Southampton 73101 














When answering advertisements kindly mention 


| a HINERY, Clifton House, Euston Road, 
I 1 


MACHINERY. 
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A SELECTION OF 


USED MACHINE 
TOOLS 
AVAILABLE FOR 


IMMEDIATE 
DELIVERY 


LANG I6in. x 20ft. Lathe, twin saddles. 
MILWAUKEE 2H Vertical Miller, 1,400 
rpm. 


CINCINNATI No. 2 Dial type, Vertical 
and Horizontal Millers. 


CHURCHILL I4in. x 
Grinder. 


MATRIX 10 and 2! Thread Grinders. 
SNOW 05120 Surface Grinder. 
6ft. x $in. Bending Rolls (New). 


KITCHEN & WADE (ft. 6in. 
Drill, twin motors. 


ASQUITH 3ft. 6in. ODI Radial Drill. 


36in, Plain Cyl. 


Radial 


W. FORREST & CO. LTD. 
INDUSTRY WORKS, 
SYLVESTER GARDENS, 
SHEFFIELD, |. 

"Phone 23314/5. 














Victoria (New) U2 Universal and | 
and V2 Vertical Milling Mac hines, motoriaed | 

400/3/50.—SOUTHE 

MACHINERY CO. 


tRN 
Connaught 


Southampton 73101. 


Herbert No. 4 Senior Capstan. | 


Bar feed. Complete with equipment 
MARSDEN & SHIERS Lrp., 
Chessington, Surrey. Elmbridge 


Davis 
5333 


Road, 





As our stock 

changes very rapidly 

it is not possible 

to list weekly the 

machines actually available. 


ELGAR 


MACHINE TOOL CO. LTD. 
172-178 Victoria Road, Acton, W.3. 
ACOrn 5555 


Over 250 new Machine 
Tools in stock. 





ENGINEERIN &} 
Buildings, 
Tanners Brook, Millbrook, Southampton. Tel.: | 





CINCINNATI No. Type Vertical 
Milling Machine. range 18-450 


HERBERT 47V Vertical Milling Machine. 

Speed range 21-750 r.p.m 
30in. Vi wre “Milling Machine. 

Speed range 29-522 r 

PARKSON INA Onivenad "Milling Machine. 
Speed range 17-450 r.p.m. Comprehensive 
equipment. 

PARKSON 2T Universal Milling Machine. 
Speed range 15-360 r.p.m. Comprehensive 


equipment. 
BROWN & No. 10 Production 
Milling Machine. Speed range 55-1,800 
r.p.m. 
HERBERT 9S Combination Turret Lathe. 
8 i range 14-400 r.p.m. 
7 Combination Turret Lathe. 
Taper turning. Bar feed and chucking. 
Speed range 37-750 r.p.m. Comprehen- 
sive equipment. 
ARD A, 2A, 
Bar feed 
16in. 


Grinding Machine. 
ment. Unused 
NEWALL Tyee L $7 


3 Dial 
) 


1A, OF Capstan Lathes 


by 50in. Universal 
Comprehensive equip- 
10in. 


by 36in. Plain 


in. by 27in. Plain 
6in. by 18in. 


Grinding 
NORTON 6in. = 18in. Surface Grinder. 
CHURCHILL i6in. Ring Grinder. 
CHURCHILL 2ain, Ring Grinder. 
CHURCHILL 42in. Ring Grinder 
SCRIVBENER 2C Centreless Grinder 
HENDBY 2¢in. by 168in hag & 8.C, 
Speed range 14-560 r.p 
F.L.C.B. 17in. by 10ft. "38. & S.C. 
Speed range 1.08-152 r p.m. 
OLDFIELD & SCHO 
8.8. & 8.C. Gap Bed Lathe. 
6.5-882 r.p.m. 
‘LD SCHOFIELD 12}in 
8.8. & S.C. Gap Bed Lathe. 
range 12-400 r.p.m. 
CINCINNATI Type LT 8in. by 4ft. 6in. 
8.5. & S.C. Lathe. Speed range 16-392 


r.p.m. 
LANG Qin. by 5ft. 6in. 5.S. & S.C. Lathe. 
Speed range 8. yg 240 r.p.m 
GRACE 7in. by 3ft. 6in. 
6.5. 8.C. “Gee Bed Lathe. Speed 
range 11-490 r.p.m. 
EAN SMITH GRACE 7in. by 2ft. 6in 
8.8. & B.C. Gap Bed Lathe. Speed 
range 11-490 r.p.m. 


DENHAM 6jin. by 3ft. Oin. 8.8. & S.C. 
Gap Bed Lathe. Speed range 10-400 


r.p.m 

KITCHEN & WADE (ft. No. 5 MT. 
Radial Drill. Speed range 20-1,000 r.p.m. 

TOWN 4ft. No. 3 we Radial Drill. Speed 
range 20-1,000 r. 

TOWN Sift. No. 2 it’ T. “Radial Drill. Speed 
range 126-1,450 r.p.m. 

ASQUITH Type E.G.C. 6ft. Girder Type 
Radial Drill. _ range 183-580 r.p.m. 


G.C. 8ft. Girder Type 
Radial Dri. 
HEALD 


Lathe. 
Lathe. 


15in. by 8&ft. 
Speed range 


by 7ft. 
Speed 


P ncn range 31-830 r.p.m. 
47B Borematic. 
Type OA Horizontal 
Machine. 
B.S.A. jin. Automatic Screwing Machine. 
KENCO 6-3 Screwing Machine. Com- 
prehensive equipment. 
CLIFTON & BAIRD Punching and Cropping 
oe Capacity 4¢in. by 4¢in. by tin. 


BIGWOOD 4-Roll Bending and 8 
ing Machine. Capacity 4ft. by tin. 


Modern Machines—Motorised 400-440/8/50. 
Fully Overhauled—Six Months Guarantee. 


WESTERN MACHINE TOOLS 
SWANSEA) LTD. 
. SWANSEA 


Boring 


ight, 




















"MARTIN BROS. (Machinery) Ltd. 
| Telephone: TRAfford Park 1091-2 
| REBUILDERS OF ALL 
| TYPES OF TOOLS FOR 
OVER 40 YEARS 
| PRECISION REBUILDERS TO 
| THE TRADE & GOVT DEPTS 


| Guaranteed 6 months, Crane Capacity 
5 tons 


EMPRESS WORKS, EMPRESS STREET, CORNBROOK, MANCHESTER 6 


me AS 
| Fronted Press; 


| 28in. blade, 


| wide, 


FRED WATKINS 


No. 2M CINCINNATI Vertical Miller 


| 50in. by 12in. VARNAM 


No. 


July 9, 1958 


Scriven 3-Roll Plate Bending 
Machine, rollers 14ft wide, jin. capacity. 
Archdale 4ft. Radial Drilling Machine, tapping 


| reverse speeds, motorised. 


Herbert Filing and Sawing Machine, 
square adjustable table. 
Alexander 16in. Cutting-off Machine, 12¢h.p., 


15in. 


| 400/3/50. 


Herbert Hacksaw, 13in. blade, belt driven. 
Wicksteed Hydrofeed Hacksaw, 16in. blade, 


| 6in. by 6in. 


Rex Hydraulic Hacksaw, 18in. blade, 8in. 


| by Sin. 


Colchester 7in. Centre 
G. 
Herbert Horizontal 
table 61in. by 15in., 


3,000 K.G 


Lathe, 7ft. gap bed, 


Milling Machine, 3ND 
4 spindle speeds. 


Capacity Avery Hardness Testing 


| Machines, 10in. dia. table (2). 


0. 50-ton Inclinable 
20-ton Bliss. 
Crow Harvey Punch, Shears 
Cropper, 18in. blade, 27in. throat, 
Pels Punch, Shears and Cropper, 
shear jin., takes 6in. by 6in. by fin. 
Craig & Donald Billet Shears, 


Geared Open 
and Angle 
heavy duty. 
12in. blade, 
angles 
Bin. blade 


| 6in. by lin. capacity 


Robertson Shears, jin. capacity, 10 
Yin. Maximum opening. yA 

Robertson 7-rolier Plate Flattener, sft 
approximately jin. capacity. 


Berry 3-roller Plate Bender, 


L.p., 
6in. 


7ft. wide 


approximately gin. capacity 


Fly Presses, all sizes, 20 available. 
Massey 3-cwt. Bottle 
3/5 cwt. secondhand, 


New 1-cwt. 


Sweeney 
Forgina Hammer also 


and 2-cwt. Hammers by Massey 


} and Alldays & Onions 


Oliver Planishing Hammer, 29in. gap. 
ENGINEERING), 
"Phone: Coleford 2271 


LTD., 


Coleford, Glos. $ lines) 


| No. 4 CINCINNATI Dial Type Piain Miller 


Dual con- 
Power feeds 
£1,650 
Table 
31-660 
feeds 

€725 


16 spindle speeds 18-450 r.p.m. 
trol. Longitudinal feed 42in 
and rapids. 3 arbors. Overhauled 


49in 
r.p.m. 
and rapid 
No. 2 CINCINNATI Dial Type Plain Miller. 
Table 52in. by !2in. 16 speeds 20-500 r.p.m. 
Longitudinal feed 28in. Power feeds and 
rapids £675 


by 1l0}in. 12 spindle speeds 
—— feed 28in. Power 


}25 R.V.M. KENDALL & GENT Vertical 


circular 
Circular 


Miller. Kneeless type. Combined 
and rectangular table 48in. by 20in 
table 22in. Speeds 25-375 r.p.m. Power 
feeds and rapids. Swivelling head. £750 
O Universal Miller. 
Speeds 30-1,400 r.p.m. Power feeds and 
rapids. Longitudinal feed 3!}in. New 
£1,350 
| KEARNS Horizontal! Boring and Facing 
Machine. Patent. Spindle 24in. diameter. 
Facing maximum 24in. Traverse of spindle 
36in. Speeds 10-600 r.p.m. With equip- 
ment. Overhauled. Modern machine. 


bINCcO (Gt. Britain) LTD., 
8, WOOD LANE, 
Be Patent BUSH, 


LONDON, W.!2. 
SHEpherd’s Bush 4401. 


NEW, USED and REBUILT 


MACHINE TOOLS 
400 ALWAYS IN STOCK 


U.K. AGENTS FOR: H.M.V. (Swedish) 
Universal Borers, SCOTT SUNDER- 
LAND SHEET METAL TOOLS, 
BULLOWS COMPRESSORS, C.V.A. 
CHUCKS, GRANOR CENTRE 
LATHES. 





When answering advertisements kindly n me oution M. AC HINE RY. 
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rs UNIVERSAL 


BORING, FACING & 
TURNING ATTACHMENT 


PATENT 








HAND OR 
AUTO FEED 
WHILST 
IN MOTION 


3 sizes: | 
6 10 & 1in. DIA, | 


FACING CAPACITY 


Two Rates Auto Feed 
Adjustable Auto-Stop 
Feed Instantly Engaged 

or Disengaged whilst 

in Motion. 

Taper Shank fitting to 
any Jig Borer, Miller, 
Drill or Borer. 

All Steel Construction. 


CALL FOR A DEMONSTRATION AT OUR WORKS 
REMEMBER! HAND OR AUTO FEED WHILST IN MOTION 


Sole Agents : 


HERBERT WIDDOWSON & SONS LIMITED 
CANAL STREET WORKS NOTTINGHAM 


TELEPHONE 42061 (3 lines) TELEGRAMS -TOOLS, NOTTINGHAM 
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All Steel Record Filing Desks 


WITH 
horizontal Roller 
Shutters. Top por- | DEAN, SMITH 4 a omy 8.8. & 8.C. Lathe, 
tion 6ft. 6in. by j 0) NEWEL ss. & 8.C. Lathe, 7tin., 

well equipped. 50. 
an. Ga.ny Me. Seep, eee MAN “CUB” 8.8. & S.C. 
three sections with Lathe, 6in. = 24in. 75. 
RollerShutters, fitted HOLBROOK 8.8. & S.C. Lathe, Gin. x 3ft., 
cone drive with full equipment. £60. 
locks, each section 


7in. Multi-Tool Repetition 8.8. & 8.C 
two divisions, !2in. Lathe. 295. 
| PROGRESS 4B Pillar Drill, latest design. £195. 
wide by 7in. deep, HERBERT Type ( & V Pillar Drill. £165. 
mounted on two Vertical Spindle Surface Grinder 
pedestals 2ft. Oin. by 34in. < 8in., with magnetic chuck. #8350. 


Ift. 4in, by 2ft. Oin. high, with two drawers J. E. RAISTRICK LIMITED 
12in. wide by 7hin. deep, one drawer !2in. RELIANCE WORKS, 

wide by 4in. deep, fitted locks. Price £10 | POYLE TRADING ESTATE, 

each. COLNBROOK, SLOUGH, BUCKS. 
Also two section types, size 4ft. 4in. by 
2 ft. 4in., all other dimensions as above, 
£7 10s. each. 


Useful for many purposes, marvellous value. STA N Cc R oO FT LT D. 
W. URQUHART, 1023 Garratt Lane, $.W.17 BALham 8551 LANCASTER STREET, BIRMINGHAM, 4. 
ASTon Cross 2235. 


a Be ay ae Turret Lathe, 1948, 2¢in 
endey Tool Room Lathe 16 by a Collet Chuck and Bar Feed. Sakinane 
H pa ate with Hendey drive, chucks,| |] CINCINNATI No. 2 Motor * Lathe . ee See 
‘acep steady, etc., 400/3/50. £400. ; HERB 'F d Be ‘apste 
Sous i Shipman ‘Internal Grinder. 12in. Driven TOOL AND CUTTER po ood 4 Flamard Bed Capstan 
swing by 24in. Four speed head, chuck, face : a ‘ested Seamus Cumube 
plate, suds and tank, less spindle. £100. GRINDING MACHINE. Capacity = 4 Senior Preoptive Capstan 
Gas Muffie. Incandescent Heat Co., Ltd..| 7 (Qin. x 27in. JONES & SHIPMAN 4-Spindle Drill, No. 2 
14in. by 9in., complete with Pyrometer and | M.T. Independent Flange. Motors—Sensi- 
three work boxes. £30. All in —- —_— tive Spindles. 
tion. EASTERN ENGINEERS, Berridge Roa zadi a. No. 3 MT. 
East, Nottingham. "Phone: 77566 F. J. EDWARDS LTD., oS ee aoe. Be to 
EDGWICK jin. x 30in. Gap Bed All 
359-361 Euston Road, London, cnicttea Head Desiee. tatien ; 
CINNATI 2.M.H. Plain Mill. Spindle 
N.W.! Speeds 23-1,200 


NEW OXFORD | EUSton 4681 & 3771 All machines 400/2/50 
TRANSFORMER 
WELDERS Two Matterson Universal 


. Milling Machines. No. 11. Complete  fiamaes 
For Immediate Delivery with attachments, motorised 400-440/3/50, in Ot MC. 
160/450 ‘ il led tte ae excellent condition. £95 each. , 727 

. amp. sizes, Ol] cooled pa Tm fo s FO a ae 
operation on 400-440V. single phase, or a ca BDWIN MILLEN, 
200-240V., dual welding voltage 50/80; 70, st ae. a. 

. i rs. yone: ,Erkenwell 6064. 

inbuilt coarse and fine regulato: lOjin. MITCHELL S.S. & S.C. Lathe, Sft. b.c 


Prices as follows:— 7 No. 4 CINCINNATI Plain Miller. Dial type 
450 amp., £135 0s. 0d. No. 2 CINCINNATI Plain Miller. Dial type 
350 amp., £99 10s. Od. | 25 R.V.M. KENDALL & GENT Vertica! 
250 amp., £71 0s. Od || NEW MACHINES EX STOCK Miller 


180 amp., £45 Os. Od. | No. 2M CINCINNATI Vertical Miller 
S FOR IMMEDIATE DELIVERY. || wo. | KEARNS Horizontal Borer. Facing, 
GEORGE COHEN SONS] cree o wrsour oin ty tin tmerm, {| nerganaeprnle 


& CO.. LTD io oceatiee onal 5 . No. 7 WARD Bar oy nee Covered bed 
” ° 7 , " > lin’ Exte 3A WARD Bar Feed Capstan. Overhauled 
WOOD LANE, LONDON, W.12. Se hs. by Un. External No. 8 WARD Combustion Turret Lathe. 
Tel.: Shepherds Bush 2070, and CARTER & WRIGHT 24in. by lin. External so nae te oe 
eyseater. . 

STANNINGLEY, NR. LEEDS. CARTER & WRIGHT 30in. by iiin. || * Lat 

Tel.: Pudsey 2241. External Keyseater. | 10in. x 24in. NEWALL Universal Grinder 
A 65 Shaping Machine, 24in. stroke. CHURCHILL HBY Internal Grinder. 

VELOX Hacksaws, 7in. and 10in. capacity. §'| No. 3 WARNER & SWASEY Capstan. 

Nos. 3 and 5 GISHOLTS. Bar feed 

COLCHESTER LATHES. 24in. DEAN, SMITH & GRACE Boring and 

Z = CHIPMASTER 5in. by 20in. Cabinet Base. Facing Lathe. 

Gnow P24 Hydraulic Horizontal | master éiin. by s6in. Cabinet base. din. Spindle UNION Mode! BFT.100. 
Surface Grinding Machine, capacity 24in. TRIUMPH 7}in. by 48in. Straight bed 1S, 2S, 2D, 2B, 48 HERBERTS. TO CLEAR, 

by 8in., motorised 400/3/50. Two machines Cabinet base CHEAP. 

available-—-SOUTHERN ENGINEERING & Shin. with Sft. or 10ft. Gap Bed PLATE Drilling Machine, 2 spindle, No. 5 M.T 

MACHINERY CO., Connaught Buildings, : 24in. BULLARD Ver ~ cs i ; , 

Tanners Brook, Millbrook, Southampton. All the above mac hines are motorised | 241n. ertical Borer 

Tel.: Southampton 73101. 415/3/50. din. B.S.A. Auto. Long Stroke. Slotting 


A LA attachment 
. WRENCE & CO. = 
(MACHINE TOOLS) LTD. ie (Gt. Britain) LTD., 
28, WOOD LANE 
WELSH HARP, EDGWARE ROAD, , . 
Geos er of eh -e LONDON, N.W.2 - SHEPHERD'S BUSH, 
. 7 always in Stock. spiel 
ELLISON, Cook Btreet off Chapel Street, | "Phone: GLAdstone 0033 LONDON, W.!2. 
Salford 3, Lancs ' SHEpherd’s Bush 4401. 
When answering advertisements kindly mention MACHINERY. 





*Phone: Colnbrook 2421-2. 
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NORTON 


FOR “NEARLY NEW ” 


OFFER FROM STOCK— 
AUTOMATICS 


WICKMAN  ‘5-spindle Bar Automatics 
lin. capacity. Serial Nos. 423464/5. 

BROWN & SHARPE OOG Bar Auto- 
matic, Vertical Slide, Bar Strand, turret, 
tools, collets. Serial No. 12715. 


BORERS 


NEWALL Mode! 24/42 Jig Borer, built 
1955. 


KEARNS Mode! 2 and Mode! OB Hori- 
zontal Borers, traversing spindles, facing 
heads, wartime built. 

RICHARDS 48in. Double Upright Vertical 
Boring and Turning Mill, two swivelling 
toolboxes on cross slide, built 1938, 


CAPSTAN & TURRET LATHES 


WARD 3C Bar Capstan Lathe, oversize 
spindle, 2in. dia., pump, bar feed equip- 
ment. Unused. 


HERBERT 48S Bar Capstan Lathe, fitted 
turret toolholders, pump, bar feed, speeds 
30 to SII r.p.m. 


WARD No. 7 Bar Capstan Lathe, bar feed, 
speeds 20 to 416 r.p.m. 


HERBERT No. 20 Combination Turret 
Lathe, 74in. diameter spindle, 28in. swing 
over bed, 97in. distance spindle to turret, 
Speeds 5 to 20! r.p.m 


CENTRE LATHES 


SWIFT 27in. by I7ft. S.S. & S.C. Lathe, 
swing over saddle 3ft. 4in., swing in gap 
6ft. Bin., speeds 2 to 130 r.p.m. Separate 
feed motor to saddie. Well equipped. 
Wartime built 

BROADBENT i4in. S.S. & S.C. Gap Bed 
Lathe, admits 90in. swings in gap 50in., 
speeds 5:5 to 204 r.p.m. Well equipped 
Nearly New. 

BINNS & BERRY /2tin. SS. & S.C. Gap 
Bed Lathe, admits 7ft. 6in. between 
centres, speeds 12 to 600 r.p.m. NEW. 

COLCHESTER MASCOT 8t}in. by 54in 
All geared Head Centre Lathe, speeds 37 
to 600 r.p.m. NEW 


COLCHESTER TRIUMPH /7tin. by 48in. 
All-geared Head Gap Bed Lathe, speeds 
40 to 800 r.p.m. NEW. 

WILLSON Mark V 7}in. by 48in., SS. & 
S.C. Gap Bed Lathe, admits 48in., speeds 
54 to 954 r.p.m. and 37 to 739 r.p.m. NEW 

DEAN SMITH & GRACE Type “A” 
7in. by 3lin. S.S. & S.C. Gap Bed Centre 
Lathe, speeds |! to 490 r.p.m. Serial 
No. 21303. 

REIDEN 7iin. by 40in. S.S. & S.C. Gap Bed 
Toolroom Lathe, fitted taper turning 
attachment, pump 3-iaw chuck, speeds 25 
to 1,350 r.pm. NEW. 

MITCHELL 6}in. by 64in. S.S. & S.C. Gap 
Bed Centre Lathe, taper turning attach- 
ment, speeds 27 to 400 r.p.m. Nearly New. 

MYFORD Super Seven Lathe, 3}in. by 
19in., speeds 25 to 2,150 r.p.m. NEW. 


STUDENT 6in. by 24in. S.S. & S.C. Gap 
Bed Lathe, speeds 52 to 1,000 r.p.m 
NEW. 

WILLSON Mark | 6}in. by 24in. Sloping 
Bed Type Lathe, speeds 52 to 954 r.p.m 
NEW 


DRILLING MACHINES 


RICHMOND 5S.R.2 36in. Radial Drill, 
elevating table, suds pump. NEW. 

JONES & SHIPMAN 30in. Mode! 92!, 
2-spindle Manufacturing Drilling Machine. 
lin. capacity, speeds 39 to 825 r.p.m. 
Table 42in. by 24in 

PROGRESS 
Circular table. NEW. 


GRINDERS 


NORTON 0in. by 36in. Hydraulic Hori- 


zontal Spindle Surface Grinder, fitted 
*“ Humphries "’ chuck. Toolroom condition. 
JONES & SHIPMAN [Bin. by 6in. capacity 
Hydraulic Horizontal Spindle Surface 
Grinder, Model 540. Nearly New. 
BURDETT Hydraulic Horizontal Spindle 
Surface Grinder, capacity !8in. by 6in. 
by 10 in. NEW 
LANDIS Hydraulic 
type “C" 
No. 27916. 
MYFORD M.G./2 Plain Cylindrical Grinder, 
capacity Sin. by !2in. Ew. 
CHURCHILL HBA Automatic Internal 
Grinder. Wartime built. 
NEWALL Hydraulic !0in. by 36in. Plain 
Cylindrical Grinder. Wartime built. 


Universal Grinder, 
, capacity 10in. by 24in. Serial 


3A Pillar Drilling Machine, 


MILLING MACHINES Vertical 


CINCINNATI No. 4 Dial Type Vertical 
Milling Machine, table 78}in. by I64in. 
rapid and power traverses 42in. by I6in. 
by I6in. Speeds 18 to 1,300 r.p.m. 
British built 1941. 

BIERNATZKI No. 5 Swivel Head Vertical 
Milling Machine, table 78in. by 19in., 
traverses 49in. by I5in. by 35in 

CRAVEN Swivel Head Vertical Milling 
Machine, table 47in. by I3in., traverses 
42in. by 7in. by !2in., speeds 41 to 1,188 
rpm 


Universal 

CINCINNATI No. 4 Dial type Universal 
Milling Machine, table 784in. by 16tin., 
rapid and power traverses, 42in. by I4in. 
by 19in. Speeds 18 to 1,300 r.p.m. With 
Universal Vertical Attachment British 
built 1947. 

REIDEN H.F.30 Universal Milling Machine 
table 59in. by I4jin., ropid and power 
traverses 39Jin. by rhs oo by !5iin., speeds 
44 to 1,457 r.p.m. 

VICTORIA U2 May Milling Machine, 
table 45in. by Ilin., power feeds 294in. by 
a. by I6in., speeds 30 to 1,010 r.p.m 


RICHMOND No. 3 Universal Milling 
Machine, table 48in. by Ilin., rapid and 
power traverses 30in. by po by |6in., 
speeds 20 to |,000 r.p.m 

DENBIGH C.4 Universal Milliee Machine, 
table 46in. by !0in., automatic longitudinal 
feed 36tin., speeds 13 to 400 r.p.m. 
NEW. 


Horizontal 
ARCHDALE 20in. Plain Horizontal Milling 
Machines, table 40in. by 1!0in., traverses 
20in. by S4in. by 12in., speeds 30 to 615 


r.p.m. 

CINCINNATI 1/12 Automatic 
Machine, table 35in. by 10in., 
to 1,500 r.p.m. British built. 


VARIOUS 


LOUDON (éft. by 5Sft. by 6ft. Planing 
Machine, Ward Leonard drive. Four 
Toolboxes. 

CINCINNATI i0fc. by 3ft. by 3ft. Planer 
with two toolboxes on the cross-rail. 

CLEARING 240 con by I4in. and 150 ton by 
14ft. capacity Press Brakes. Wartime 


Milling 
speeds 50 


built 
INVICTA 6M 24in. stroke Shaper. NEW, 


All machines motorised 400-440 volts, 3 phase, 50 cycles, A.C. supply. 
Sole London and South of England agents for BRONX Press Brakes. 


W.E. NORTON (MACHINE TOoLs) LTD 


GROSVENOR GARDENS HOUSE, GROSVENOR GARDENS, LONDON, S.W.! 
TATE Gallery 0633-4-5 . 


Telephone : 
Showroom & Stores: 


Bridge Works, 342 Queenstown Ruad | 


Cables : 


Norbros, London 


Close Chelsea Bridge) Battersea, $.W.1! 


When answering advertisements kindly mention MACHINERY. 
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| Cathonored 


Selection of Machine Tools 
from Stock 


CENTRE LATHES 


LANG 8jin. 5.8. & S.C. Lathe to admit 4ft. Oin. 
between centres. 
Stin. SS. & B.C. 


ae, to admit 4ft. 6in. perwece centres. | 
KEIG 12¢in. 8S. & | 
‘SC. Lathe, to admit 8ft. 9in. between centres. | 
.#) Sin. 5.5. & S.C. Gap Bed Lathe, to | 
admit 4ft. 6in. between centres. } 
New MITCHELL OF KEIGHLEY 1i0iin. 8.8. & | 
3.0. Lathe, to admit 7ft. 5in. between centres. | 
F.L.C.B. 13in. 8.8. & 8.C. Heavy Duty Lathe, | 
to admit 17ft. between centres, 2 saddies | 





CAPSTAN LATHES 
WARD 3A Capstan Lathe, with collet chuck | 
and bar feed, l¢in. capacity 
No. 7 Capstan Lathe, with covered bed, 
arranged - chuck work, 24in. hollow spindle. | 
ARD 2A Capstan Lathe, with collet chuck | 
and bar feed. ltin. capacity. | 


BORING MACHINE 
TULLIS Horizontal Boring Machine, Floor Type | 
with 3in. traversing spindle, 9ft. Oin. by | 
2ft. Gin. tee-slotted baseplate. | 


| 
UNIVERSAL GRINDING MACHINE | 
LANDIS iéin. by 36in. Universal Grinding | 
Machine, with hydraulic feed. | 
| 
DRILLING MACHINE | 
TRARD O5ft. Qin. Radial Drilling Machine. 
Elevating Arm, with Loose Box Bed. Two- 
motor type. 


PLAIN GRINDING MACHINE 


CHURCHILL 1i0in. by 36in. Hydraulic Plain | 
Cylindrical Grinding Machine. 
MILLING MACHINES | 
HERBERT 23V Vertical Milling Machine, | 
68in. by 17in. table. | 
CiNCINNATI No. 3 Dial Type Vertical Milling 
Machine, 62¢in. by 15in. table, motorised. 
ALE i8in. Vertical Milling Machine. 
38in. by 10in. table. 
YEN “ Rigidmill’’ Produetion Milling | 
. by | 
Two | 
EDGWICK i8in. Production Milling Machine, } 
working surface of table 26in. by 12in 
New VICTORIA Ui, U2 and U3 Universal | 
Milling Machines. } 
ARCHDALE 20in. Horizontal Plain Milling | 
Machine, 40in. by 10in. table. | 
CUTTAT HYPERMIL Production Milling | 
Machine, 43in. by 10in. werking surface of | 
table, with 4 automatic cycles to table. 


SAWING MACHINES | 
USSELL 20/24in. Cold Circular Sawing | 
Machine, with hydraulic clamping to vice. 
NOBLE & LUND 11/16in. Cold Circular Sawing | 
Machine. 


SHEARING MACHINE | 
RUSHWORTH 10ft. Oin. by in. Overerank | 
Guifotine Shearing Machine. | 


SURFACE GRINDING MACHINES 


EXCEL No. 3A Hydraulic Horizontal Spindle | | 
Surface Grinder, 24in. by 8in. capacity | 
LUMSDEN 92LE Vertical Spindle Rotary ‘Table | 
Surface Grinder, 48in. diameter table. | 


All the above machines are motorised 400- | 
440/3/50 cycles | 


JOHN CASHMORE LTD. 
NEWPORT 1, MON. 
Tel.: Newport 66941 (5 lines). 


(Also at Great Bridge, Staffs.) ' 





- BETTER 


TRY 600 
FIRST ! 


AUTOMATICS. 

BROWN & WARD iin. 4-operation Auto- 
maticLathe. Twostation turret. Speeds 
by pulley change 600-2,250 r.p.m. With 
quantity of equipment. Motor Drive 

(3/5 


400-440, , 
WICKMAN 6in. Five spindle Chucking 
Automatic Lathe. Max. dia. 
6jin. Turning length fin. 
24 speeds by pick off gears 
r.p.m. With quantity of equipment. 
Motor Drive 400/3/50 
CLEVELAND Model “A” 34in. Single 
spindle Automatic Lathe. Max. bar 
capacity 3%in. Turning length 7}in. 
Stock feed. I3%in. Speeds by pick off 
gears 28-732 r.p.m. With quantity of 
equipment. Motor Drive 400-440/3/50 
CLEVELAND Model “A” Iykin. Single 
spindle Bar Automatic Lathe. Max 
capacity I;cin. Five station Circular 
Turret. Speeds by pick off gears 235- 
1,275 r.p.m. Motor Drive 400-3/50. 
WICKMAN 1|0 mm. Single Spindle 
Automatic Lathe. Four station Tool 
slide. Feeding head, cam operations to 
all motions. Complete with slotting 
attachment. Motor Drive 400/3/50. 


HORIZONTAL MILLING 
MACHINES. 

KEMPSMITH Model 2.G. Plain Horizontal 
Milling Machine. Table size !0in. by 45in. 
18 spindle speeds by lever selection 
18-575 r.p.m. Motor Drive 220- 
440/3/50. 

BROWN & SHARPE Mode! 3.B. Plain 
Horizontal Milling Machine. Tee slotted 
table 45in. by I0in. 16 spindle speeds 
17-390 r.p.m. Motor Drive 400-440/3/50. 

CINCINNATI Mode! 2 M.H. Plain Milling 
Machine. Tee slotted table 44in. by 7in. 
With longitudinal power feeds. {5 
spindle speeds 23-1,200 r.p.m. Motor 
Drive 400/3/50. 

ARCHDALE 28in. Plain Horizontal 
Milling Machine. Tee slotted table 
384in. by 84in. 6 spindle speeds 30- 
462 r.p.m. Maximum admitted between 
arbor and table {!9in. Motor Drive 
400/3/50. 

RICHMOND Mode! 0.3.8.D. Plain Hori- 
zontal Milling Machine. Tee slotted 
table 33in. by Yin. With longitudinal 

feeds. 6 spindle speeds 1i8- 
Motor Drive 400/3/50. 

Plain Horizontal Milling 

Table 57in. by IS}$in. With 

power feeds in all directions. 12 spindle 

speeds 18-450 r.p.m. Motor Drive 


ARCHDALE 20in. Plain Horizontal 
Mitting Machine. Table 40in. by 1!2in. 
12 speeds by dial selection 60-!,230 r.p.m. 
Motor Drive 400/3/50. 

CINCINNATI [8in. Production Milling 
Machine. Table 402in. by !0in. 16 speeds 
by pick off gears 50-1,500 r.p.m. Motor 
Drive 400/3/50. 


GEORGE COHEN 
SONS & COMPANY LIMITED 


SUNBEAM ae LONDON, 


Tel: Elgar 7222/7. 

Grams: Omnitools, Harles, London. 
STANNINGLEY, NEAR LEEDS. 
Tel: Pudsey 224. 

Grams: Coborn, Leeds. 
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NEW POWER OPERATED 
GUILLOTINES MOTORISED 400/3/50 
1—48in. by 4¢. MORGAN. 
1—-48in. by lin. MORGAN. 

1—72 2in. by 14g. MORGAN. 

)—72in by tin. MORGAN. 
1—72in. by sin. KEETONA. 

NEW PEDESTAL TYPE CRAMP 
FOLDING MACHINES. 


1—48in. by 16g. MORGAN. 
2—48in. by tin. KEETONA. 


STOCK DELIVERY 
JOHN CASHMORE LTD. 
GREAT BRIDGE, 
TIPTON, 

STAFFS 
*Phone: Tipton 2181/7 











MACHINE TOOLS 
GRINDING MACHINES 


| SCRIVENER No. 2 Centreless Grinding 


Machine 

| LANDIS Plain Hydraulic Cylindrical Grind- 
ing M a, capacity 10in. by 96in 

| New EXCEL No. 3 Hydraulic Surface Grind- 
ing Machine 

| ee _, Universal Grinding Machine, 

capacity I2in. by 36in 

¢ Hi RC HIL L Universal Grinding Machine, 

10in. by 24in. between centres 


| B.S.A.-LANDIS Type “C” Plain Hydraulic 


Cylindrical Grinding Machine, 6in. by 30in 
(Two available.) 

ic HURCHILL Model HBY Internal Grinding 
Machine. 


| EXCEL No. 3 Horizontal Spindle Hydraulic 


Surface Grinding Machine, 24in. by 8in 
with magnetic chuck 
AR MACHINES 
| MUIR 72in. spur and helical Gear Generating 
Machine 
KOLB Gear Grinding Machine 


| GLEASON No. 9 Bevel Gear Completor 


Machine 

NEWMAN INDUSTRIES LTD. 
YAT BRISTOL 

Telephone : CHIPPING SODBURY 33/1! 





G. M. BUCKINGHAM LTD. 


CLEARANCE offer, prior to closing 
our Windsor Street Showrooms, and 
the opening of new premises. Sub- 
stantially reduced prices on a number 
of brand new machine tools, including 
Lathes, Millers, Shapers, Grinders, 
Drills, Saws, and equipment, etc 
Reductions on some items up to £200 
Short term offer only. 


8, Clarendon Ave., Leamington Spa. 
Telephone 1215 











W eodhouse & Mitchell 369 

Turret Mill, 36in. by 9in. table, power-fed 
table. motorised 400/3/50. Two months old 
SOUTHERN ENGINEERING & MACHIN- 
ERY CO., Connaught Buildings, Tanners 
Brook, Millbrook, Southampton. Tel.: South- 
ampton 73101 





When answering advertisements kindly mention MACHINERY. 
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NEW MACHINES 

MITCHELL /2}in. Lathe, 10ft. 9in. between 
centres, 4jin. hollow spindle. Equipment. 

MYFORD MG)2 Cylindrical Grinder, 3 x 12 
capacity. Full equipment. 

MIDGLEY & SUTCLIFFE O3SD Universal 
Miller. Universal Dividing Heads. 

COLCHESTER ‘Mascot’ 8tin. 
Lathe. With equipment. 

GRANOR Type HL I lin. Gap Bed Lathe. 
centres, Pull equipment, 

COLCHESTER ‘Triumph’ Thin. x 48in. 
Coolant, fourway toolpost, etc. 

MITCHELL 8}in. Gap Bed Lathe, 4ft. 3in. between 
centres, fourway toolpost, chucks, etc. 

VICTORIA U3 Universal Miller, 60in. x !24in. table, 
rapid traverse. 

MODERN 2C ifin. capacity Capstan. 
bar feed. 

SMART AND BROWN Model ‘A’ 4tin. S.S. & S.C. 
Precision Toolroom Lathe. 


x 54in. 
5ft. between 


Lathe, 


Complete with 


USED MA 
VAN NORMAN Vertical Miller, 56 x 10}in. 
table, Power and rapid traverse all directions, 
Very good condition. Price £1,150. 
WILSON Newel 7tin. Lathe. Fourway 
Toolpost chuck, etc. Late machine, 
excellent condition. Price £345. 
WARD No.7 Capstan. Fully equipped. Levers and nuts 
Arranged as chucking machine. Good order. Price €£©50, 
REINECKER FVi Vertical Miller, 43in. x {0in. table. 
20in. between spindle and table, dial change, as new 
condition. Price 4 
LUND Precimax MPL 6 x 36 Grinder, 20 x 4 wheel. 
Coolant equipment, etc. Price £525. 
HERBERT Small piece Lathe. Type 6WSL I!2in. swing 
two tailstocks. Price £110. 
ADCOCK & SHIPLEY 3ft. Radial Drill. 
spindle. Coolant equipment. Good 
Price £325. 
HERBERT 28 Capstan, Collet attachment, chuck bar 
feed, tooling, etc. Price £300. 
DELAPENA Model MA Bench Honer, 0-435 to 2-625 


Power feed 
condition, 


HARRISON Bin. x 48in. Lathe. 


chucks, steadies, etc. 
MODERN i8in. x 6in. 
Grinder, !2in. wheel to table. 


MODERN 


GOSFORD 
STREET 
COVENTRY 


TEL. COVENTRY 2132 


HIGH CLASS 
VERTICAL BORERS 
IN STOCK 


SINGLE COLUMN TYPES 


HARTMAN 43}in. hexagon turret head on cross | 
rail, side head with sq. T.H., max. swing | 


NILES 40in. (as above), max. swing 
h.p. motor 25 
BSTER 


& BENNETT 36in., “D” 
1945, max. swing 41lin., h.p. motor 15, 


DOUBLE COLUMN TYPES 

RICHARDS 36in., 

r.p.m., table speeds. 

W.-CRAVEN 43in., 2 T.H. on 

2-45 r.p.m. table speeds. 
SONDERMANN & STIER 72in. tyne 

2 T.H. on cross rail, max. swing 

0.8-32 r.p.m. table speeds. 
RICHARDS 72in., 2 T.H. on cross rail, 


swing 74in., 1.9-25 r.p.m. table speeds 
CHAR. 


DS 9ft., two tool heads on cross rail, | 


max. swing 10ft., h.p. motor 25 


INSPECTION INVITED 


Fully Automatic 


Type, 


2 T.H., screw cutting, 2.5-60 | 9g 
cross rail, | _ 


KD20, | 
Si tin., 


Fourway toolpost, capacity. 


surface 
Price £1,950. 


MACHINE 





NORMAN E. POTTS (B’HAM) LTD- 
offer : 
OLDFIELD & SCHOFIELD l5in. H.C. by 


24in. B.C. Straight Bed Lathe, 8.8. only. 
Mtd. 

HOLBROOK Model B.17 Precision Tool- 
room Lathes. 18¢in. swing, 42in. B.C. 
Mtd. 

CINCINNATI No. 2 Dial 
Miller. Mtd. 


130, MOSELEY ROAD, BIRMINGHAM, 12. 
VIC. 1278. 


Type Vertical 











| 


40in., | 


Lathe. 2tin. capacity by 36in. long. 
| Atlas No. 1 Capstan Lathe, lin. bar capacity. 
| Gisholt No. 4 simplified chucking 
| All 400/3/50.—HICKS MACHINERY, 

Addison Place, London, W.11. 

PARK 2333. 


Archdale 20in. 
Milling M/c. Speeds to 615 r.p.m. 
| 400/3/50. Complete with Vertical Head.— 
ALBERT EDWARDS (MACHINERY), 
79/89, Pentonville Road, London, N.1. ‘Phone: 
TERminus 0167/8/9 


max 


Nearly New, 1,000 Ton Eumuco 


Coining and Sizing Press, 2in. atroke, 31in 





| it’s Cheaper to Buy Now 


Air operated clutch and brake, 


between sides. 
Heavy Steel Plate 


with 40 h.p. motor drive 
| construction. 





Full details from:- 


| screw. ; 
SOAG MACHINE TOOLS LTD.) REED BROTHERS (ENGINEERING), 
JUXON STREET, LAMBETH, LONDON, S.E.i1. | 


"Phone: RELiance 7201. 
‘Grams: Sotoolsag, London, 8.E.11 


160 ton Hordern, Mason & Edwards high 
| speed Friction Screw Press, type 4 SP, 13in 
| effective stroke. 2lin. tool space, 6%in. dia. 

10 h.p. motor drive 


teplant Works, 

Woolwich Industrial Estate, 
| London, § 
‘ Telephone: Woolwich 7611/6. 


| with starting equipment 
| r.p.m. 


} cables. 


| Euston Road, N.W 


| Herbert No. 13 Bar Turret 


| 4lin. long. 
| friction 
Horizontal | 


LrD., 


Price £50. 
MITCHELL [4jin. Lathe, 
4tin. hollow spindle. 


7ft. Yin, between centres. 
Equipment. Overhauled, 


TOOLS L*? 


GOSFORD 
STREET 


COVENTRY 
TEL. COVENTRY 2108 


Newey i4in. Shaper, 4 Speeds, 

3 hp. electrics. Very good condition 
£95 0.n.0.—BATES, Blakeney Court, Maiden 
head. Tel, 3169. 


For Disposal. Two 350 h.p- 

“ Asca’’ reduction geared electric motors 
Motor speed 1,420 
Output speed 309 r.p.m. 400 volts, 
3 phase, 50 cycles. All in excellent condition. 
Also, varying lengths of 0.2in. and 0.1in. paper 
insulated, lead covered and wire-armoured 
BOX Z114, Macutnery, Clifton House, 

‘ Be 


Rhodes No. 62 Double End Drum 

Flanging Machine for sale. For both ends 
of drums at once, size up to 24in. diameter by 
Motorised 380/3/50. Air operated 
clutch —F. J. EDWARDS Laimrrep, 
359, Euston Road, London, N.W.1, or 41, Water 
Street, Birmingham, 3. 


B-S.A- Autos, jin. Long Stroke, 

2 available, one third slide, mot. Good 
condition £450 the two.—C. L. THOMAS 
Lrp., 18, Park Avenue, Solihull 1281. 


Adcock & Shipley 3ft. Radial 
Arm Drill, No. 3 MT, Post War Machine 

400/3/50. £300.—A. MCNAMARA & CO., New 

Line, Bacup, Lancs. ‘Phone: Bacup 946. 


When answering advertisements kindly mention MACHINERY $2 
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Selections from our 


stocks a | SELECTIONS FROM OUR 
NEW MACHINES LARGE STOCK OF 
a MODERN MACHINE TOOLS 


(All machines motorised 400-440/3/50 and overhauled unless otherwise stated) 
IMMEDIATE | 


} LATHES, CAPSTANS AND AUTOS. SNOW Mod. OS72 Hor. Spindle Surface, 

|| WILLSON 6iin. x 36in S.S. & S.C. Lathe. hyd. cap. 72in. by 18in. 

WARD 1A A wtan BC. and B F. — PALLAS No. 0 Surface, cap. 14in. by 5#in. 

i . . - . en 
} eens 2D Capstan, B.C. and B.F -_ aed. L.U, 12in. by 36in. Hyd. 
10 Combination Turret Lathe. niversal. 
B.S.A. LANDIS Type “©” 6in. by 18in. 

MITCHELL l4jin. Lathe, 9ft. 9in. between = ae, | * - eer ata Hyd. Plain. j 
‘TCHELL aii ae SMALLPIECE No, 6 M.S.L, Multi-Produe- CHURCHILL Mod. B.Y. Hyd. Angle Head 

MIT 164in. Lathe, 17ft. 9in. between | tion Lathe. Automatic, plain. 

FUSER llfin. Gap Bed Lathe, ad oin, || HERBERT 5A Capstan chucking m/c. ABWOOD Vert. soem. Surface, cap. 
Sea I10le. Gap Bed Lathe, admit 80te. | HERBERT No. 4 Capstans, 4 chucking pe A es no af ae 

; ‘, P eee machines. or yi‘ uto 
FF ae Bed Lathe, admit 48in. ACME 5W Turret Lathe, chuck machine. Sizing. Internal. 

KRETA 3in aoe yi Lathe, admit 40in. | HERBERT Model © Capstan, pneumatic 

wiinon’” conto. Minitely variable speed.) was coy ne beg > B/F. 2 Mics MILLERS. 

LSON 7 tir ar Gap Bed Lathe, admit 2A C : ' "Powe ‘ 
ee WARD 24 Capstans, B/C and B/F. | MILWAUKEE Mod. 2HL. Plain. 
7hin. Gap Bed Lathe, admit 40in. ‘B.C. Lathe, stin. by Slin. 8.8. & | KENT-OWEN No. 1/14 Hyd. Plain. 2 m/cs. 
bet ween centres. A. LRRD. = NORMAN No. 2L Plain, table 45in 
. TRIUMPH, MASCOT »y_ 10in. 
and CHIPMASTER Lathes. DRILLS. CINCINNATI Mod 08 Vert., table 24in. 
tin. and lin. Capstan Lathes KITCHEN & WADE 32in. Radial 3 M.T. by 6in. 

EXCEL No. 4 Filing and Sawing Machine. Sens. HERBERT No. 1 Plain, with auto. feed. 

a Mod 2220 Pillar, 1fin. cap., pm te 20in. Plain, with rapid traverse. 
LIVETTI 13 in. by 48in. Hy >P ti D/teeds. CIN! A 1gin. Manfg. Model 0.K.. 
rah ett ie. by stn Hydraulic Production HERBERT Type “C” Pillar, 1in. cap., table 34in, by 12ir 

No. 3C Hy lic 8 e Grinders, | D/feeds. : : 2 ARCHDALE I fin. Plain, table 27in. by 8in., 
aN Bagg og omg Le mee por nel |{ JONES & SHIPMAN Fig. 921, 30in. Pillar, long. travel 14in. 
Surface Grinder. : | 2in. cap., p/feeds ASQUITH Type V Vert., table 50in. by 
14in., long. travel 28in. 





BEACON & MILFORD i(in., 12in., I4in. and CINCINNATI gy one es 
16in. Tool Grinders. No. 2 Tool and Cutter. 
; CHURCHILL Mod. H.A.Y. Internal Hyd. — MISCELLANEOUS. 
HERBERT, Q. &8., SWIFTCUT and FORTUNA 10in. by 36in. Plain Hyd. N & LUND 1lin.-16in. Cold Saw 
6in., 8in., 10in. and 12in. capacity Hacksaw | {| ABRASIVE Mod. 3B Surface, cap. 8in. by | T.M.A. Mod. G2 Pantograph Engraving 
Machines. | 24in. Machine. 
VICTORIA 02 Omnimill. CHILL Mod. N.B. Horizontal Surface, | CLEVELAND Rigidhobbers, 2 
VICTORIA Vi Vertical Miller, 40in. by 11in. cap. 6in. by 18in. mod. 120, 1 machine mod. 130 
TORIA V2 Vertical Miller, 45in. by 1lin. 


VIC 

VICTORIA V3 Vertical Miller, 60in. by 12}in. ee 

SRGIC Vertical Miller, 22in. by 94in. r Dd Y MACHINE 1 
fertical Miller, 174in. by 54ir 

MARLOW Vertical Miller, 22in. by Gin. LO TOOLS 


VICTORIA U0 Universal Miller, 36in. by 9in. 


Vio Tein by ton tables, from 36in, ” 9in. MAIOA et “95: 6 I, KILBURN HIGH ROAD 
.. chiens niga lama ; emwarneersxie-ronoon KILBURN-LONDON-N.W.6 


llin. 

DENBIGH (‘2 Plain Miller, 54in. by 10in. 

DENBIGH (°4 Plain Miller, 46in. by 10in. 

RICHMOND 4ft. Radial Drill, 2in. cap. 
CHM SR Radial Drill, 1iin. cap. 

SEGIC 27in. Radial Drill, lin. cap. Kendrick Press Brake, oft. by 
CONTINENTAL 1 fin. and 2in. Column Drills 18g. capacity in steel. motorised 400/3/50. TOOLROOM CENTRE LATHES 

KERRY 1 iin. and lin. Drills "| =SOUTHERN ENGINEERING & MACH- 

RROGRESS. PACERA, DENBIGH and ELEc-|INERY CO., Connaught Buildings, Tanners || BRADFORD Ali Geared 8}in. by 
TRISKA - din tin. lin 1tin. and 2in, | Brook, Milbrook, Southampton. Tel.: South- | 5ft. 6in. between, Norton Gear Box, 
Drilling Machines, — ‘as ‘ ~~" | ampton 73101. Electric Suds Pump, Chucks, etc. £250 

INVICTA 14in., 18in. and 24in. Shapers. | LE BLOND REGAL Al! Geared I7in. 

INVICTA 30in. Stroke Shaper. | = ries Sa a Swing by 56in. between Norton Gear 

ALBA 10in., 14in. and 18in. Shapers. | Box, Taper Turning, Electric Suds 

EN 2in.. 4in. and 6in. Screwing Machines. Pump, Chucks, etc. £275 
SPEE 20in. and 16in. Bandsaws. | LE BLOND REGAL Al! Geared, !3 
pNP = Standard Bandsaws. G. M. BUCKINGHAM LTD. } by 30in., Norton Gear in, Chotha, 
Abrasive Cutting Off Machines. Two SOUTHBEND AGH. SS. & Collets, Taper Turning. ALL 
KALTENBACH Mitre and Bevel Circular Sawing S.C. Lathes, 5tin. by 24in. quick MOTORISED 400/3/50. £235 


Machines. 
change screwing boxes, well equipped BOX Z124, MACHINERY, Clifton House, 
TAYLOR, TAYLOR & HOBSON ©, (X and | lace models. each £150 Euston Road, N.W.! 
OSL Engravess, 8, Clarendon Ave., Leamington Spa. 
Telephone 1215 


machines, 



































ALSO VERY LARGE STOCKS OF USED | 
MACHINE TOOLS OF EVERY TYPE. PLEASE 
WRITE FOR LIS 





|For Sale—3A Ward Capstan 

Inspect under ideal conditions at aa — “d ee 3 ~ Rage 1 = a ’ 

| r z 8 , Suds p » ome rs, 

THE F.J.E. MACHINE CENTRE, | Six CINCINNATI No. 2 Centreless power feed to saddle, taper turning attachment, 

ISLINGTON PARK STREET, Grinders. Built 1942-1944. All Filmatic —_ yd Po tool post, = vee. bes 

INDO! b a collet chuck, extension arms on turret, bar feec 

a _— coolant in on ae ws te This machine is in good condition and can be 

condition 5 . —- seen working in our factory —MERCIA 

: ENGINEERING CO., Lrp., West Avenue, 

Two CHURCHILL No. 2 Centreless Wigston. Telephone: Wigston 2204/5, Leicester 

F. J. EDWARDS LTD., Grinders. Hydrauto bearings, equipped 

359-361, EUSTON RD., LONDON, N.W.! for thrufeed work. With tank and 
pump. 

Telephone: EUSTON 4681-3771. | . 

Box ZIII, MACHINERY, <Clifton House, | Greenwood & Batley No. 2 Bolt 

And at Lansdowne House, 4/1, Water St., Euston Road, Head Trimming Machine. Cap. tin. dia. 


‘ by 3tin.—-WILCOX & CO., Barr Street, Bir- 
Birmingham, 3. Telephone: Centre! 7606-8 pe Be « 19. NORthern 1234/5. 


mingham, 


When answering advertisements kindly mention MACHINERY. 
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BROWN & SHARPE OOG Automatic. 


ACME GRIDLEY lin. cap. Six Spindle 
Bar Auto. Bar feed, collets, tooling and 
live spindle. 


HERBERT Junio Chucking Auto 
well equipped. 


Very 


FISCHER K.D.M 
Automatic. 


11/70 Copying Lathe. 


HERBERT No. 4 Capstan A.G.H. Eight 
speeds. 30 to 750 r.p.m. Covered bed. 


BROWN & SHARPE No. 2 Universal 
Grinder 144in. swing by 30in. b.c. 
Well equipped. First class condition 


PILKINGTON 5-cwr. Air-operated Power 
Hammer. Almost new. 


MILWAUKEE 2 C.E. Horizontal Miller 
Vertical and slotting heads. Speeds to 
2,000 r.p.m. As new. 1954 machine. 





MIDLAND 


BIERNATZKI 
Miller Speeds 29 to 
Quick power all ways. 
dition. 1952 machine 


Heavy Duty Horizontal 
1,500 r.p.m 
As new con- 


7 Combination Turret 
2tin. hollow 


HERBERT No 
Lathe Screwcutting. 
spindle. 


HERBERT 2! Combination Turret Lathe 
34in. swing. 7zin. hollow spindle. 
Screwcutting and taperturning 


HILLE Leadscrew Type Thread Miller 
Well equipped. First class condition 


SWIFT i24in. Gap Bed S.S. & S.C. Lathe 
9ft. b.c. Belt drive 


LANG 
Lathe. 


Sin. by I5fe. be. SS. & S.C 


ARCHDALE 24in. 
Millers 


HERBERT [5S Vertical Miller 


and 30in. Vertical 


Unless otherwise stated all above motorised 400/3/50. 


THE MIDLAND MACHINE TOOL CO. 


BRADLEY, BILSTON, STAFFS. Bilston 42471/7 








Ballinger Abrasive Metal Cut- 

ting-off Machine. 16in. dise. Pull down 
type, for 2in. bar and 3in. tubes. Fitted suds 
tray and Pump. For wet and dry cutting 
10 h.p. motor drive with switchgear. Guaran- 
teed in perfect condition. Price £125 BOX 
797, MacuInery, Clifton House, Euston Road, 
N.W.1. 


MACHINE TOOLS 


CAPSTAN & CENTRE LATHES 

BRADFORD 8}in. centre height by 30in 
between centres Centre Lathe 

HEBBEBT No. 8 Combination Turret Lathe. 

HERBERT No. 12 Combination § Turret 
Lathe with comprehensive tooling. 

NILES Centre Lathes 13}in. centre height by 
27ft. between centres. (Two available.) 

BETTS-BRIDGFORD Cen're Lathe, 15in 
centre height by I6ft. between centres 
(Two available.) 

WARD No. 7 Combination Turret Lathe 


AUTOMATICS 
PONGRACZ Single Spindle 
capacity 10 mm. 
CONOMATICS 3}in. four-spindle Bar Auto- 
matics. (Three available.) 
BULLARD Bin. six-spindle Vertical Chucking 
Automatic 


NEWMAN INDUSTRIES LTD. 
YATE - BRISTOL 
Telephone : CHIPPING SODBURY 33/1 


Automatic 





HAVE CAPACITY AVAILABLE 

FOR REBUILDING MACHINE 

TOOLS UP TO A CAPACITY 
OF 30 TONS. 


INVITE ENQUIRIES FOR 

THIS CLASS OF WORK 

AT THE FOLLOWING 
ADDRESS 


* 


The Newall Used 
Machine Division 
Oundle Road Works, 


ORTON LONGUEVILLE, 
PETERBOROUGH, 


Telephone 6116 








} 


} 





TATE 


MILLING MACHINES 

Two CINCINNATI 4-36 Plain Hydromatic 
Serial Nos. 4009/1 and 4021/1 (1942). 

ARCHDALE 24in. Production Autocycle 
(1946). 

ROUCHAUD Plain 40in. by [0in. 5 h.p. 
with auto cycle 

PALLAS HO Plain 30in. by 
Vertical Head 

PALLAS HOO Plain 22in. by 7}in. Hand 


Bin. 


with 


lever 
CINCINNATI Plain 30in. by 8in 
WADKIN LXA 3é6in. by !2in. Vertical. 


GRINDING MACHINES 
CAPCO No. 2 I4in. by 6in. Surface with 
Chuck. 
JONES SHIPMAN Fig. 1204 EIUR Bin 
by 22in. Universal (nearly new). 
JONES SHIPMAN Fig. 138 Universal 
10in. by 27in. (1948). 
JONES SHIPMAN Fiz. 540 |8in. by 6in 
Surface. Chuck and Coolant (1954). 
MYFORD MG9 Sin. by Yin. Int. 
External (three years old) 
MYFORD MG!2 Sin. by 
External (one year old). 
LUMSDEN 70 LEOD Vert. Surface 48in. 
by !2in. Hydraulic with Chuck-coolant. 


CENTRE LATHES 
WILLSON 8Btin. by 64in. (chree years old). 
HARRISON /7in. by 36in. 
COLCHESTER /7}in. by 48in. Triumph 
MITCHELL 6t4in. by 60in. (1952) 
MITCHELL 8}in. by 54in. 

LANG [0in. by 42in. Heavy Duty. 
CROWTHORN 7in. by 36in. 
SMALLPEICE 6WSL Multi-cut 
WILLSON 7}in. “ Newel" by 36in. 


CAPSTANS 


MURAD lin. (unused). 

SIMMONS I tin 

HERBERT 4 with Chuck and Tooling 
WARD 3C Brand new, just delivered, list 


and 


12in. Int. and 


price. 
WARD 2A Capstan with full equipment 
(1957). £595 


SHEET METAL 


BESCO Type SH Hand lever guillotine, 

40in. by 14 s.w.g. 
Two BESCO 4ft. by 16 s.w.g. Guillotines. 
£85 


BESCO 6ft. by 14 s.w.g. Folder. 


AUTOMATICS 
Five Bar Automatics, ACME-GRIDLEY, 
CLEVELAND itin. Working as 
taken in part exchange. 


SAWS 
E.H.J. Bandsaw 
GROB Type 6/4 Bandsaw with Brazing. 
BORING 


DICKINSON Horizontal Borer in. 
Trav. sp. No. 5 M.T. 45in. by 28in. main 
table 10 h.p. Motor (will take facing 
head). This machine is in good condition 
and ready to be put to immediate use. 
Weight 9,000 Ibs. 

DENBIGH | fin. Bali Bearing Drill (nearly 


new). 
JONES SHIPMAN Pole change Pillar 
2™.T. 

HERBERT 2 sp. Drill, thin. (dial change). 
lilustrations of each of above freely available 
Secondhand machines offered on 7 days 
approval by arrangement. 


Open Saturday Morning. 


TATE MACHINE TOOL 
co. LTD., 


6, NORTH END PARADE, 
OPPOSITE OLYMPIA, 
LONDON, W./4. 
Fulham 6563/4/5. 
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LIMITED 


HELMET ROW, OLD STREET, LONDON, E.C.I. 
Telephone : CLErkenwell 648! 


ALL MACHINES MOTORISED FOR 3 PHASE SUPPLY UNLESS OTHERWISE STATED 


| 


AUTOMATICS 
CONOMATIC § 4 Spindle. 
INDEX OR/12. fin. capacity 
CLEVELAND I¢in. by 18in. Model B. 


CAPSTANS 
WARD No. 8 iin. Serial R. 
TURNER IS A 
WARD 2A, and 3A Serial M. 
GISHOLT No. 4 Simplified. 2in. cap. 
DRUMMOND Model K, Ifin. Bar feed. 
HILLE R.H. ISgin. Bar feed. 
ACCURATOOL #in. Bar fee 


WARNER & SWASEY No.2 ‘in. Bar feed. 


HERBERT No. 7 Combination Turret. 


ACME SW Universal Turret, 2in. bar feed. 


LIBBY 4A 2in. bar feed. 
MURAD iin. bar feed. 


HAHN & KOLB RH25. lin. bar. Unused. 


SOUTHWARK No. 2. I4in. bar feed. 


DRILLS 
JONES & SHIPMAN 2-sp., I5in., No. 2 M.T. 


HERBERT Type V 2 spindle. 
GRIMSTON Electriska. 
DENBIGH 2lin. B.G. 


New. 
JONES & SHIPMAN [Sin. Speed Drill-Max. 


HERBERT Type H Junior Pillar. 
CORONA 12AX yin. cap. 
BOLEY Cluster Type. 

ARCHDALE 20in. Mfg. 

1Sin. HERBERT Type C, No. 3 M.T. 


ENGRAVERS 


pe 
LIENHARD New. All sizes. 
T.T.H. Multi Etcher. 


FILING AND SAWING MACHINES 
WICKSTEED 6in. Hacksaw. 
TAYLOR Cutting Off Machine. 
EDGWICK Filer. 
RAPIDOR No. | Hacksaw. 
WICKSTEED Cold Saw No. |, 6in. 


GEAR CUTTERS | 
SYKES HV !4 Hobber. | 
MAXICUT 7in. by 2in. by 6 D.P. } 
RAPIDAN No. If, 2lin. dia. gears. | 
FELLOWS “ Hourglass.” } 

GRINDERS (Cylindrical) 

PRECIMAX MPB 10 by 48. 
MYFORD MG. 12. ew 
PRECIMAX MPH Plain. 10 by 24. 
PRECIMAX U.P.J.-Universal. 12 by 48. 
NORTON 6 by 18 Hyd. Type C. 
NORTON 10 by 36. Type C. 

GRINDERS (Miscellaneous) 

J. & S. 12in. by 24in. 305 T. & C. 
EXCEL T. & C. 

SCRIVENER No. | C.B. Centreless. 
JONES & SHIPMAN Carbide. 
HERBERT HUNT No. 3 & 4 Drill. 

GRINDERS (Surface) 

CHURCHILL OSB 40in. x 18in. 
WRIGHT Bin. Table. 

ROBOT [8 by 6. 

SNOW P24, 24in. by 8in. Hyd., 
ABWOOD 18 x 6 Vertical. 

GRINDERS paeees® 
SMART & BROW 
SAACKE Model vile ‘ig. 

GUILLOTINE 
KEETONA 4ft. x 14G. Power. 

HONER 

SUNNEN Type LA. 

are tee 
EDGWICK 
CARTER & WRIGHT No. 2, 24in. by I4in. 

LATHES 
COLCHESTER MASCOT 8tin. by 6ft. 6in. 
COLCHESTER Triumph. 

EDWARDS I2in. Spinning. 
WILLSON 7}in. by 3ft., S. eS & S.C. 
BRADFORD Bin. S.S. & S.C. 
RYDERMATIC No. 12 Multi Tool. 
CARDIFF 7in. by 60in. 

DENHAM S5¢4in. S.S. & S.C. 

LE BLOND I lin. by (6in. Prod. 


MILLERS (Horizontal) 
BURNERS Bench. Table I4} x 4. 
U.S. (Whitney Type) Production. 
VICTORIA M2. Table 40 x 10. 
KEMPSMITH No. IG and 2G. 
BROWN & SHARPE No. !2 and 000 Prod. 
CINCINNATI 08 & 1-18 Prod. 
BROWN & SHAPRE No. 2 Univ. Light. 
CENTEC No. 2. Table !2in. by 34in. 
SUNDSTRAND No. 00 Rigidmill. 
BURKE. Table 16 x 34. 
ARCHDALE 28in. Mfr. and G.P. 
CINCINNATI 3-24 Hyd. 
HERBERT IS. Table I8in. by Sin. 
MILLERS (Vertical) 
RICHMOND VHM. Table 26 x 8. 
VICTORIA V2. Table 40 by 10. 
ARCHDALE 30in. Table 48 by 124. 
HERBERT 15S. Table 50 by 10}. 
PRESSES (Power) 
BLISS No. 8. 
BESCO. TVO Bench, 4 ton. 
O. & S. 30 tons straightening. 
BESCO EB4, 40 tons. New. 
TAYLOR & CHALLEN B2, 10 ton. 
RHODES No. 19. 10 ton. 
SCHULER VZZ 15 ton d/s gripper feed. 
RIVETERS 
ROTORIVET No. 5 Hammer. 
TURNER R55 and RH14/12. 
SCREWING MACHINES 
OSTER lin.-6in. Pipes No. 326. 
ATLAS No. 2 3in.-6in. (Unused). 
SHAPERS 
CORBETT 7in. bench. 
AMCO 6in. Bench. 
NEWEY I4in. 
TAPPERS 
HULLER No. 2 in. Cap. 
SUPERIOR jin. 
JONES No. 26. 2 B.A.-#in. 
THIEL Nos. 3 & 4. 
J. & S. Electrotap fin. 


FOLDERS } SOAG-OXFORD 6fin. by 24in. S.S.& S.C. | THREAD MILLERS 
BESCO 4fct. x 18 Gauge Cramp. | SOUTH BEND Qin. (Workshop), !3in., I4in. FACKS Plain, cap. 3in. by jin. 
BESCO 3ft. x 18 g. No.5 Angle Bender. | SMART & BROWN 4in. S.C. | REINECKER 8 by 72in. 
BESCO 3ft. x 16g. swing beam. | 10in. GLASS 7ft. 6in. b.c. $.S. & S.C. | LEES BRADNER Mod. 40. 6tin. H.M. 
KEETONA 4fc. x 14 g. cramp. | LEBLOND Regal !0in. swing. | HANSON WHITNEY. 8in. by 40in. 





Herrison (New) Ilin. Swing | 


8.8. & 8.C. Gap Bed Centre Lathe, 24in. 

prema] centres, __ Motorised 400/3/50. Two LEONARD ROTH G. M. BUCKINGHAM LTD. 
vailable.—SOUTHERN ENGINEERING & 
MACHINERY CO., Connaught Buildings, ABBOT STREET, One NEWALL Hydraulic Cylindrical 
Tanners Brook, _ Millbrook, Southampton. KINGSLAND HIGH STREET, Grinder, 10in. by 36in., 1944 machine, 
Tel.: Southampton 73101. DALSTON JUNCTION, cunts with eallent onl © 
EES EAS eee ae a LONDON, E.8. quantity of attachments. £375 
| One NEWALL Hydraulic, Cylindrical 
Métal Marking or Name Stamp- TERMS ARRANGED. Grinder, !Oin. by 36in., 1940 machine, 
ing Machine. For flat or round articles. Tel.: Clissold 0513/4 complete with equipment and a 
Not for bars. Floor pedestal type. Air oper- ‘i a wees quantity of attachments. £375 
ated. List price £350, for quick sale £85. . carn "ae ane ‘ 
BOX -_ MACHINERY, Clifton House, Euston —— oe yp gy ne age emery ret te One tabi —— Cras 
Road, N.W.1. bar feed, machine No. N9215. £295 } One SCRIVENER No. 2 Centreless 
‘ae BARDON & OLIVER No. 2 Geared Electric Grinder, 6in. capacity. 1944 machine. 
Turret Lathe. 400/3/50 for chucking. ; 3 
_— One SCRIVENER No. 2 Centreiess 
MODERN lin. Capstan A.G.H., 1tin. capa- Grinder, 6in. capacity. 1942 machine. 
city, 400/3/50, with a quantity of collets. £295 
cage One ORCUTT 20in. spline Grinder 
WE HOLD BIG STOCKS OF LATHES, (dividing head missing). £125 
VERTIMAX 1954 pti MILLS, DRILLS AND One GALLMEYER & LIVINGSTONE 
n. by 

VERTICAL HYDRAULIC PLEASE WRITE FOR LISTS. age ger Bip mt tle: oo 
PRODUCTION LATHE, TYPE F. 6in., complete with magnetic c ieee 


Max. swing |Sin. In new condition. aes he ae I One BROWN & SHARPE No. 2 
on ve. Surface Grinder, !8in. by 6in. £165 
IN OLS LTD., ilwaukee tides Series 1248 
JUXON STREET, LAMBETH, M Production Miller, 400-440/3/50, Table | {| 8, Clarendon Ave., Leamington Spa. 
Ban aeg ym wg 66in. by 12tin.; longl. traverse 48in. Auto- 
one : iance . matic cycle, 10 spindle speeds, 30-200 r.p.m. | 
"Grams: Sotoolsag, London, S.E./1. Double ‘overarne. LEE & HUNT, iz. Telephone 1215 
Crocus Street, Nottingham. 


When answering advertisements kindly mention MACHINERY. 
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EDGWICK No. 2 Univ 
SWIFT 9 = 72in. Gap Bed Lathe. 
LA POINTE 31. 8 Horiz. Broach, 64in. stroke. 
No. 2 Horiz Hones. 
WARD No. 7 Comb. Turret Lathe, 1940. 
NILES 27in. x 27ft. Twin Saddie Lathe. 
ACME-GRIDLEY KAC6 Chuck Auto. 
CHILL No. 1 Planetary Grinder. 
ORCUTT HM24 Gear Grinder, 1944. 
CINCINNATI 1/18, 2/24 Prod. Millis. 
RYDER loriz. Borer, 
B. os OOG 8.8. Autos. 1942. 
LA 28L Horiz. Broach. 
VICTORIA U2 Mill, with dividing hds., 1955. 
ACME GRIDLEY ° tin, 8.8. Auto, 1942. 
MODERN 6in. x 18in. Surface Gdr., 1953 
CHURCHILL OSV 40in. 10in. Vertical 
Spindle Surface Grinder, 1942. 
30in H.D. Pillar Drill, 1942. 
GISHOLT 4, 5 and 1L Turret Lathes, 1941-43. 
WARNER & SWASEY 3, 5 and 3A Turrets. 
HERBERT 21), 4, 4 Senior Turret Lathes. 
B. & 8. No. 3 Vert. Mill, 1942 
WARD 2A and 3A Capstans, 1942. 
ARCHDALE 1 8in. and 30in. Vert. Mills, 1942. 
CINCINNATI 2MH & No. 2 Plain Mills, 1942. 
HEALD 48A 8. End Borematics, 1941-44. 
DEFIANCE No. 5 Hor. Borer, —_ sp., 1941. 
B.S.A. iin. 8.8. Automatics, 194 
CINCINNATI 11L and No. 2 Vert. ‘tills, 1942. 
B. & S. No. 2 Universal Grinders, 1941. 
NEWALL 10 by 24/48 Grinders, 1942. 
MONARCH Magnamatic Prod. Lathe, 


Miller. 


3 insp. 


1946. 
IRCUTT 5in. by 36in. Spline Grinder, 1944. 

V.D.F. 10in. by 72in. Centre Lathe, 1941. 

CINCINNATI 3/24, 3/36 Hydromatics, 1945 

HERBERT 0), 1 and 33 Plain Mills, 1940. 

P. & W. 1941. 

KITCHE! 


12B 2 -spindle Profiler, 
IN & WADE No. 2 Cyl. Hone, 
18in. S. Gr., 


NB 6in 
ae poe Model EC, 
55 Cold Saw, 


1940 
1942 
CHUR! 1940. 
COCHRANE |! No. 

INDEX OR12 Fy Ee S. Auto, tin. cap., 
FOOTBURT lin. cap. 5.8 Automatic, 1943 


All modern fully motorised machines. 


}. B. MACHINE TOOL CO., LTD. 
312/4, BRADFORD STREET, 
BIRMINGHAM, 5. 

TEL.: MIDLAND 4375. 

AND AT WOLVERHAMPTON. 














EX STOCK 


ee Sa 2C Capstans, I fin. bar 


Used WARD IA Capstan, lin. bar feed. 
New CHIPMASTER 5 x 20 High Speed 
Precision Lathes. 
New STUDENT 6 x 24 Lathes. 
New WILLSON 7}in. Mark V Lathe. 
New PROGRESS 4E Pillar Drili, I tin. 
New Q. & S. Pillar Drill, Itin. 
New @. & S. (Kerry) Radial Drill, 
3ft. x Itin. 
ae Se Radial Drill, 
x 2in. 
Selection of Bench and Pillar 
Drills, jin. to tiin. 
New SMART & BROWN Precision 
Lathes, Models M.L. and SABEL. 
New SENIOR Horizontal Millers, MI. 
New DENBIGH Horizontal Millers, 
C4. Latest variable feed. 
New E.H.J.55 Vertical Miller. 


C. H. JOYCE LTD 


32-40, Monkton St. (Kennington), 
London, S.E.11. 
RELiance 1437-9. 


4ft. 


Many other machines of various 
types available also, please ask for 
Stock list. 











’ 
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RQUHAR 


USED LATE TYPE MACHINES 


LATHES 


| LANG, Late Type 8in. centre by 54in., in gap, 


| BERRY A.G.H., 6iin. 


| KS. Internal Grinder, 


28in. Norton Feed 
heavy duty, motorised. 
BLOND, Regal A.G.H. 
motorised. 
WILSON 7iin. by 40in., gap bed, motorised. 
‘centre by 32in., 


Box, Camlock Nose, 


6tin. by 26in., 


26in.. motorised. 


LL 7tin. by 42in. by 25in. gap, A.G.H., 


MITCHE: 
motorised. 

CHURCHILL CUB Lathe, Gin. by 24in., A.G.H, 
mot. 415/3/50. 


CAPSTANS AND AUTOS 
WICKMAN Autos, Vinco model, cap. 
motorised. £95 
A No. 7 A G.H. 
etc. Motorised. 
WARD 1A Capstans, lin. collet cap. 
range up to 4,130 r.p.m_ Ball chuck, 
feed, mot. coolant pump, 400-440/3/50 A.C. 
HERBERT 15 Capetans, fin. collet cap. Draw- 
in collet and bar feed, 16 speeds 18/4,020 r.p.in 
Hand feed turret and cross slide. Mot. 
coolant pump, 415/3/50. 
E tin. cap. Dead 


T No. 0 Capstans, 
length air chucks, 12 speeds 93/6,000 r.p.m., 
Model 


4num., 


Bar feed, ball chuck. 


mot. coolant pump, 415/3/50. 
BOLEY & LEINEN Precision Capstan. 
8.R.26. Collet cap. lin., mot. 415/3/50. 


MILLING MACHINES 

WADKIN High-speed Vert. Mill, table 12in. by 
$6in., mot. 415/3/50. 

Engraver, ratio 0-0 to 20-1, 

ARCHDALE 28in., table 49in. by 13in., 


base. 

ARCHDALE 20in. Horizontal. Table 40in. by 
10in. Dial type speed change 30 to 616 r.p.m. 
Dial feed. Mot. 415/3/50 

CHDALE 18in. 
Table 34in. by 10in., 
Mot. 415/3/50 


GRINDING MACHINES 
ABRASIVE Surface, No. 3, motorised. 
CHURCHILL Hyd. Vert. Surface 

cap. 18in. by 36in., segmental wheel 18in. 
dia. Humphrey mag. ehuck, 12in. by 36in., 
mot. 415/3/50. 
IS Hydraulic Cylindrical Grinder, 
| y 48in., mot., reconditioned. 

NEWAL Hydraulic Cylindrical Grinder 
by 24in., mot. 

SNOW P.24 Surface Grinder. Cap. 24in. by Sin 
Hydraulic variable feed to table, wheel dia 
10in., mot. 400/3/50 A.C. 

tin. to 1fin. dia., int. 
cap. Power feed to table, auto. sizing feeds, 
mot. 415/3/50. Late type machine, ex. 

Automatic Hydraulic Cylindrica! 

Grinder. Type R4/1200, i4in. swing by 
48in. between centres. Plunge cut. Mot. 
415/3/50. 


SHAPING MACHINES 


Hy +, Shaper, gearbox drive, mot 
WHITNEY Slotter, 5¢in. 


mot. 
mot. in 


12in., 


stroke, 
raatine a. 


PRESSES AND SHEET METAL, ETC. 
RHODES Fluifeed Hydraulic Guillotine, 6ft. by 
14ft. Gauge, Micro stops. 
FROST Universal Bender, Swing Beam, 6ft. by 
14 gauge, motorised. 
‘C Muffie Furnace, 15in. by 24in. 
12in., gas heated pyrometer 1,000 deg. C. 

. &C. B1lé and B2, motorised 
RHODES 40 ton inc., motorised. 

LISS No. 8, late type, motorised. £100. 
BLISS 69N Double Action, 18 ton, motorised. 
BESCO Nibbier, ¢in. cap. throat 45in., mot 

415/3/50. 


WILLIAM URQUHART | 


Head Office:— 
1023, Garratt Lane, London, $.W.17 


by 


| Showrooms :— 


Ace Works, Plough Lane, Tooting, S.W.17 


’Phone: WIMbiedon 634! 


in gap | 


HS. | 


bar | 


High-speed Vertical WB30. | 
6 speeds 500/2,000 r.p.m. 


(plough), 


12in. 


~- Edgy 


TAYLOR & CHALLEN No 
Sided, Double Geared. 
Drawing Press. Arranged motor drive for 
400/3/50. Machine is complete with Udal 
automatic operator's safety guard and blank- 

| holder bolsters. Punch stroke 14fin Blank- 

| holder stroke 7?in Between uprights 21lin. 
| Size of bed 22in. by 26in. Weight approxi- 

} mately 122 cwt 

BLISS No. 30 Double Sided Power Press, which 

is also adaptable for use as a horning press. 

Pressure exerted approximately 30 tons, 

| Stroke lin Between uprights 30¢in. Size 

| of bed 27 by 26iin. Weight approxi 
mately 45 ¢ 

| STEVENS &. BULLIVANT No. 6 
Rotary Cold Swaging Machine. 
motor drive for 400-440/3/50 Capacity 
high tensile steel #in., mild steel solid j4in., 
pt aon tube in. Weight approximately 


[NEW ‘BESCO Power Operated Double 
Swing Beam Angle Bending Machine. Under 
crank type. Arranged motor drive for 
380-420/3/50. Smallest trunk that can be 
formed over beam 36in long by 12in. square. 
Capacity, mild steel 4ft. 2in. by fin. Stroke 
2tin. Weight approximately 3 tons 

| SCHULER Model BAN Power Geared Folding 
Machine, specially designed for producing 
double hooks on drum bodies prior to forming 
Arranged motor drive for 440/3/50. Guards 
are fitted covering drive and gearing. Maxi- 
mum working length 41fin. Maximum thick- 
ness up to 19 s.w.g. Weight approximately 


44 PDP. Double 
Double Action Toggle 





“ 


Motorised 
Arranged 


Geared 


820 Automatic Strip Feed Power 

Press, with lid curling and stacker attachment 

The machine is mounted on cast iron legs in 

inclined position Arranged motor drive for 

400/3/50. Pressure exerted approximately 

20 tons. Stroke 3in. Maximum length of 

| strip 3lin. Size of bed 194in. by 14in 
Weight approximately 40 cwt. 


Photographs of the above are 


MACHINE TOOLS, 
Of Every Description 


available. 


NEW AND USED, 
Attractive Prices. 


F. J. EDWARDS LTD., 


359-361, EUSTON RD... LONDON, N.W.I 
Telephone: EUSTON 4681-3771. 

| And at eae ‘alge House, 4\, Water St. 

Birmi 3. : Centrol 7606-8 

OCP ARCA OP PARA 





| Milnes (New) Vertical Milling 

and Boring Machine, table 30in. by 84in., 

with measuring equipment. Motorised 400/3/50, 

SOUTHERN ENGINEERING & MACH- 

INERY CO., Connaught Buildings, Tanners 

| Brook, Millbrook, Southampton. Tel.: South- 
| ampton 73101. 


Crack Detector, Magnetic, AG. 
and D.C. current High amperage, on 
| buine in heavy steel bench with work table. 
Automatic magnetic clamping. Expensive Test 
Bench. Special price for quick sale, £165 
| BOX Z99, Machinery, Clifton House, Euston 
Road, N.W.1 





G. M. BUCKINGHAM LTD. 


One BS-A. 4-spindle chucking 
matic 44in. capacity. 

One FOOTBURT single Spindle Hy- 
draulic automatic I7;in. bar capacity 
with equipment. £125 


auto- 
€125 


8, Clarendon Ave., Leamington Spa. 
Telephone 1215 











Progress 7}in. All Geared Head 

Centre Lathe. 2in. between centres 

| Speer is to 750 r.p.m. M/d 400/3/50.—ALBERT 

EDWARDS (MACHINERY), Lp., 79/89, 

Pentonville Road, London, N.1. "Phone 
| TERminus 0167/8/9 


When answering advertisements kindly mention MACHINERY. 
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MACHINERY 


Classified Advertisements (PLANT FOR SALE, contd.) 


THE SPOT @ TO WATCH! 


FOR GOOD CLASS SECOND-HAND MACHINES AT LOW COST 


C.V.A. No. 8 Automatic. 

WARD IA, 2A Capstans. 

HERBERT No. |, 2S, 2B and 48S Capstans. 

WARNER & SWASEY No. 2, 3 and 5 
Capstans. 

E.H.J. No. 13 Filing and Sawing M/c. 

PALLAS No. 2 Surface Grinder. 

CAPCO No. 2 Surface Grinder. 

NORTON i8in. by 6in. Surface Grinder. 

CHURCHILL ‘ HDY ' Internal Grinder. 

WOTAN internal Grinder. 

PRECIMAX 0in. by 48in. Plain Grinder. 

MATRIX No. 10 Thread Grinder. 

— Profilomatic Type B Copying 

athe. 


yin. cap. 


Phone: 
EDGWARE 
4488/9 


GE 48, HIGH STREET, 


E-HJONES 


(MACHINE TOOLS) LTD 


HOLBROOK Bin. by 36in. S.S. & S.C. Lathe. 

CHURCHILL-REDMAN 8in. by 30in. 
A.G.H. Gap Bed Lathe. 

PROGRESSIVE 8in. S.S. & S.C. Gap Bed 


Lathe. 
CINCINNATI 3/36 Hydromatic Duplex 


Mill. 
CINCINNATI Hydrotel, Model EM, 28in. | 


Vertical Mill. | 
CINCINNATI No. 2, No. 3 and No. 4} 
Vertical Mills. 
ARCHDALE 30in. Vertical Mi!! 
VICTORIA Model MO.O Horizontal! Mills. 
MANN 4102 Production Mill. 
EDGWICK No. | Speedmil. 
VULCAN Routing, Mark | Machine 


Phone: 
B’ham, Midland 
5593 


EDGWARE, MIDDX Ea | 





‘Taylor & Challen No. 5 T.D.P. 

Double Sided Geared Double Action 
Toggle Drawing Press. Punch stroke 12in. 
blankholder stroke 7in. Between uprights 29¢in. 
Punch to bed stroke down adjustment up, 12 jin. 
Size of punch 6in. diameter. Size of blank- 
holder 27tin. diameter.—Photo, etec., from 
F. J. EDWARDS Linirep, 359, Euston Road, 
London, N.W.1, or 41, Water Street, Birming 
ham, 3 








DIAL FEED PRESS 
TAYLOR & CHALLEN 
Model B.3. Geared 

40 Ton. 6 in. Stroke. 
10 Station Dial. 
Motor Driven. 


Exceptional Offer 


BOX ZIil0, MACHINERY 
Clifton House, Euston Road, N.W.! 























HERBERT No. 7 JUNIOR COM- 
BINATION TURRET LATHE, 
FLAMARD BED, spindle speeds 30 to 

50 r.p.m. Motorised 400/3/50 at £425. 


BOX Z123, MACHINERY, Clifton House, 
Euston Road, N.W.|. 








Hydraulic Presses 


Large stock of single action and double 
action Presses for all duties. 


PRESSES BUILT TO CUSTOMERS’ 
SPECIAL REQUIREMENTS. 
REED BROTHERS 
(ENGINEERING) LTD., 


Replant Works, 
Woolwich Industrial Estate, 
London, S.E.18. 


Telephone: WOO!wich 7611/6. 











rogress (New) 5E 2in. Capacity 
Pillar Drill with Compound Table and 
coolant. Motorised 400/3/50.—SOUTHERN 
ENGINEERING & MACHINERY CO., Con- 
naught Buildings, Tanners Brook, Millbrook. 
Southampton. Tel.: Southampton 73101 


Hydraulic Sleeving or General 

Purpose Press, 22in, between uprights, 
30in. from ram to base 16 tons pressure. 
Complete with pump. Price €95.—BOX Z100, 
Macuinery, Clifton House, Euston Road, 
N.W.1 


E. H. Jones, 12in. 
MIDSAW 30in. Horizontal. | 
HICKS MACHINERY, Lrp., | 
Place, London, W.11. Tel.: 


Bandsaws. 
Toolroom. 
400/3/50 

26, Addison 

PARK 2333 


MACHINE TOOLS 


BORING MACHINES 
UNION Horizontal Boring Machine, Model 
BFT.100, 3#in. dia. travelling spindle, 24in 

dia. facing head. (1957.) 

RICHARDS Type PRT Horizontal Type Floor 
Boring Machine, 3}in. dial travelling spindle 
and 28in. dia. facing head 

FRORIEP Vertical Boring Mill, table dia- 
meter 39in., maximum turning capacity 
S2in. (1955.) 

RICHARDS Double Column 6ft. 
Boring Mill, maximum turning 
72in. 


DRILLING MACHINES 
KITCHEN & WADE 28V10 Single Spindle 
Vertical Drilling Machine, No. 4 M.T 
HETTNER Radial Drilling Machine, having 
10ft. Radial Arm elevating column type 
KITCHEN & WADE 4ft. 6in. Radial Drilling 
Machine 


NEWMAN INDUSTRIES LTD. 


YATE BRISTOL 
Telephone : CHIPPING SODBURY 3311 


Vertical 
Capacity 


July 9, 1958 








Si 
Qo Sy 
> f=» 
CENTAUR 
’ . 
MACHINES OF QUALITY 


NEW MACHINE TOOLS 
FROM STOCK 


GRANOR OF HALIFAX 
Lathe by &ft. Oin. b.c 
Stin. dia. 400-440/3/50 


CHELL OF KEIGHLEY 
Bed Lathe by 5ft. 5in. b.c. 


EXCEL No. 3/12 Hydraulic Horizontal) 
Spindle Surface Grinding Machine. Cap- 
acity 24in. by Sin. Coolant equipment. 
Motorised 400-440/3/50. 


VICTORIA V2 
Spindle speeds 
45in. by llin 
400-440/3/50 


llin. Gap Bed 
Hole in spindle 


10¢in. Gap 
400-440/3/50. 


Vertical Milling Machine. 
$2-1,050 r.p.m. Table 
Table traverse 29}in. 


NEW MACHINE TOOLS— 
EARLY DELIVERY 


MITCHELL OF KEIGHLEY 8iin. Gap Bed 
Lathe by 5ft. 3in. b.c. 400-440/3/50. 


MITCHELL OF KEIGHLEY 12tin. Gap Bed 
Lathe by 6ft. 9in b.c. 400-440/3/50. 


VICTORIA U2 Universal Milling Machine. 
Spindle speeds 30-1,010 r.p.m. Table 
45in. by 1ilin. Longitudinal traverse 
30in. 400-440/3/50. 


USED MACHINE TOOLS 


NORTON Horizontal Spindle Hydraulic 
Surface Grinding Machine, with hydraulic 
croas feed head. Capacity 48in. by 10in. 
Complete with D.C. magnetic chuck and 

enerator. Coolant pump and fittings. 
00-440/3/50. 

HERBERT No. 4 Capstan Lathe, with draw- 
back collet, and power feed to turret 
slide. 400-440/3/50. 


NEWALL Hydraulic “ XL” 
Plain Grinding Machine. 400-440/3/50. 


NEWALL Type IL 10in. by 24in. Plain 
Grinding Machine. 400-440/3/50 


LE BLOND A.G.H. 8. & 8. Lathe, 
dia. swing. 400-440/3/50 


6in. by 18in. 


15in. 


HULLER No. 5 Vertical Tapping Machine. 
400-440/3/50. 


21A Single Spindle 
Production Drilling Machine. 


CLIFTON & BAIRD 30in. Hydraulic Cold 
Sawing Machine. 400-440/3/50 


WICKSTEED Hydraulic 28in. Cold Sawing 
Machine. 400-440/3/50 


ALE 18in. High Speed Vertical 
Milling Machine. Table size 38in. by 10in. 
Spindle speeds 79-2,000 rpm. 400- 
440/3/50. 


Vertical 


WE UNDERTAKE REBUILDING OF 
ALL TYPES OF MACHINE TOOLS. 


CENTAUR TOOL WORKS, 


EYRE STREET, SPRING HILL, 
BIRMINGHAM, 18, 


Tel.: EDGbaston 


Grams: 
1118 & 1119. Capstan, Birmingham. 








When answering advertisements kindly mention MACHINERY. 
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iNew Unused 1958 Ward 2A 


Capstan Footburt lin. capacity auto- | 
matic lathe (can be seen working Bliss 28 ton HARRY KIRK 
Power Press with guards, Exchange considered 
for first class centre lathe and/or 70-100 ton can recommend the following meter 
, ower press. —BOX Z86, Macninery, Clifton quality machines from ST 
or pee, Baton Beas, 2.0. || HERBERT 23) VERTICAL MILLING 
‘ | MACHINE. Heavy duty with sliding head. 
MACH INE sole) a Grinder, Fully Universal, 13in. | KEARNS No 2 oe BORING 
by 24in. cap. For internal surface and | MILLING, DEILLINGs FACING 
tool and cutter grinding. High grade Swiss MACHINE, 3in. sliding spindle, 30in, dia. 
| machine, complete with 6in. chuck, Collet bar facing cap. Size of top table 48in. by 
MILLING MACHINES and collets, and 6in. by 24in. magnetic chuc k. . )RILLIN 
MILWAUKEE No. 2H Vertical Milling | 5 per cent. new throuzhout. Price £750 an AA eee 
Machine, table 50in. by 10in | BOX 2101, Macutvery, Clifton House, Euston |  & SHARPE MORIZONT ai 
Sl eee gg norm ante Road, N. NW. 1. SPINDLE SURFACE GRINDING 
matic Production Milling Machine, table MACHINE. Capacity 18in. by 6in 
Jin. by 14in., table traverse 48in | Herbert No. 7 ‘Junior Combina- |§ HERBERT No. 4 AUTOMATIC CHUCK 
MILWAUKEE No. 4H Plain Horizontal tion Turret Lathe, 2 4in. emer spindle, | ING LATHE 
Milling Machine, table 74in. by 154in. | motorised 400/3/50.—SOUTHE ENGIN- | | PARKINSON No. 3J UNIVERSAL MIL 
VICTOMATIC Automatic Cycle Production | EERING & MACHINERY ¢ O * Caen LING MACHINE ~ : 
Milling Machine, capacity 50in. by i0in Buildings, Tanners Brook, Millbrook, South- PRATT & WHITNEY i2in. STROKE 
REED-PRENTICE No. 5 Vertical Milling | 8mpton. Tel.: Southampton 73101. SLOTTING MACHINI rilting ram. 
Machine, table 68in. by 16in | - gy PROFILE GRIND 
: i ‘ ; 
PLANING, SLOTTING AND | — ain. cent yen ping —— 
| city Ofin. centre beigh ’ ouTn ” een 
SHAPING MACHINES ARCHDALE Sf. Radial Drilling cent 
MUIR 17in. Stroke Vertical Slotting Machine. | Machine, low base, No. 4 M.T. in CHURCHILL- ——. HEAVY DUTY 
STOCKBRIDGE 20in. Shaping Machine | spindle. A.C. Motor drive (two } SHAPING MACHINE, 24in. stroke, 


~ elling vice, oy motor 
MISCELLANEOUS mosor eype). BUTLER sin. STROKE. SLOTTING 
SHEEPBRIDGE 20in./22in. Hydraulic Cold KOLS Sit. Gin. Radial Drilling Machine, VE 


MACHINE, with tilting table 
; low base, loose box table, No. 4 M.T. Qin RIN > any ; 
Circular Sawing Mach:ne in spindle. Motor drive through gear i 1 oe E SPINDLE CHUCKING 
NEWMAN INDUSTRIES LTD. box. operated chuck 
YATE - BRISTOL TAYLOR & CHALLEN No. 1220 KITCHEN & WADE VERTICAL FINE 
Telephone : CHIPPING SODBURY 331! (20-ton) Inclinable Power Press, 3in. BORING MACHINE,  14in. — stroke 
r stroke. Motorised and fully guarded Compound table 








Complete with air 


with automatic guards. KITCHEN & WADE HEAVY DUTY 
HERBERT No. 9S Combination Turret PILLAR DRILL. No. 5 Morse. Speeds 


Lathe, 415/3/50, 4gin. Hollow Spindle. 22-1,000 r.p.m oe \ 
CHURCHILL i2in. by 36in. UNIVERSAL 
HYDRAULIC GRINDING MACHINE 





One CINCINNATI Model 5/60 Hydro- Good equipment 


matic Miller. Table 82in. by 20in. with 
= Rp nay traverse Speeds ma quia, “aoe tlie coee 
: 12 ee ees 3/50 ; went turning attachment. sas Further details from 
ne H PE No D No. 2A Capstan Lathe, 4! ; 
er Miller. Table 64in. by I7in., Power feed to turret and saddle. | HARRY KIRK 
with 34in. longitudinal, I4in. cross and Bar feed and automatic ball chuck. 
13in. rise and fall. Power down feed | Two speed motor. | ENGINEERING LTD. 
to —_ Speeds 30/950 r.p.m MD CHURCHILL-REDMAN 7-NM SS. & |f BRANDON ROAD WORKS, BRANDON 
400 3 S.C. Heavy Duty Gap Bed Lathe. ROAD, COVENTRY. 
Box Z112, MACHINERY. Clifton ee a ‘Phone: WALSGRAVE-ON-SOWE 
House, Euston Road, w.! 4 : P 
swing in gap 26in. dia. 2din. HLS. 
Taper turning attachment. 
LODGE & SHIPLEY SS. & S.C. 
Manufacturing Lathe. All-Geared 
Madison Kipp Model S315, 6in. Head. 18in. swing by 5ft. between 


by 6in. Pneumatic Die Casting Machine 
for sale. Zinc, lead, tin alloys. Pot capacity aaa lgin Hollow spindle. 


150 Ib « allo apac 2r sho , Q.C.G.B. | 
ae Hye ang _ ny aS a LE BLOND REGAL SS. & 6c. K-E-N: 
Photos, etc., from F. J. EDWARDS Limrrep, ee 6 —— 
359, Euston Road, London, N.W.1, or 41, in, swing y t. in, etween , 5 
Water Street, Birmingham, 3. centres, Q.C.G.B. jin. Hollow spindle Smith & Mills I6in. Shaping Machine 
All-Geared head, 415/3/50. £275 E 
TWO B.S.A. Yin. Single Spindle Chuck- Herbert & Weingarten 30-ton Power 
ing Automatics. 400-440v./3/50. || ea zin. to we oy ag ig 
Good equipment including  tool- | . L. “Grand Rapids o Hori 
G. M. BUCKINGHAM LTD. holders, chucks, pick-off gears, etc | a igi Oe nine 5 te _— 
| olchester riump 4in athe 
One HERBERT No. 9A Combination ba gg OS ne || 
Turret Lathe, covered bed, raised by 10in. Spindle speeds 25 to 900 Weisser 64in. Lathe. AGH. £275 
centres £350 r.p.m. With dividing heads, swivel || Herbert O Capstan £110 


One HERBERT 28 Capstan Lathe. re- vice, pump and fittings. a 2AX No. 2 M.T. Drilling Machine 
wile £275 CINCINNATI 1/18 Automatic Milling ee 2 - > 
One WARD 2A Cc Machine. British Built. Table W.S. Zimmerman Hori. Boring Machine, 2in 
ne apstan Lathe, ball 35in. by 10in. Spindle speeds 50 to | travelling spindle. £325. 
chuck, bar feed, 1944 machine. £250 1,500 r.p.m. Automatic table cycle. Parkson Horizontal Milling Machine 
One HERBERT No. 4 Capstan Lathe, 3/50 } Table Slin oo ee £195. 
750 r.p.m., Flamard bed, chucking VAN NORMAN Plain Horizontal Syentes Ne ' “tng * ;¢ 
£250 Milling Machine all-geared, 415/3/50. || Jos. Heap 165. engente Crewing 
One SOUTHWARK 11 Table W.S. 64in. by I4in. 18 Spindle |} Machine. £16 Ber fecd. £165 
c ain. Capacity speeds 32 to 1,250 r.p.m. Ward OE Capstan ar fee 
apstan Lathe, air chuck £45 Peterman P.10 SS. Auto Extensive 


























collets and equipment. £395 
ee S Ceeeer ta. |] Willson 7}in. S.S. & S.C. Lathe. £235 


capacity Capstan Lathe, collets, etc ‘. |} Lang Stin. S.S. & S.C. Lathe. T.T. A.G.H 
| £695 
One GISHOLT No. 4 implified head " R Park R Van-Norman 22L. Hori-Vert. Milling 
Capstan Lathe, overhauled £125 ee On en Ww. 10 joyal, } Machine. £695 
ee ee Archdale /8in. Vert. Milling Machine. 
Telephone: ELGar 4841/2. Fixed head. £250. 


All machines mot. 400-440 3/50 


K-E-N-'T MACHINERY & 
ENGINEERING CO. 
Datchelor Place, London, S.E.5. 
Telephone ROD 4149. 


8, Clarendon Av2., Leamington Spa. 
Telephone 1215 




















| Holbrook B21, All Geared Head | 
Tool-room Centre Lathe. Swing over | 
L2ns Junior Centre Lathe with | | bed 22¢in. Between centres 48in. M/d 400/3/50. | 
Hydraulic copying attachment 1951 | —ALBERT EDWARDS (MACHINERY), Lrp., } 
machine. £850.—A. MCNAMARA & CO., New | 79/89, Pentonville Road, London, N.1. "Phone: | 
Line, Bacup, Lancs. "Phone: Bacup 946 * TERminus 0167/8/9. 


When answering advertisements kindly mention MACHINERY. 
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ROYAL iin. stroke Shaper, Motorised. 
WOTAN 20in. stroke Shaper, Motorised. 
KELLY 20in. stroke Shaper, Motorised. 
TORPEX 24in. stroke Shaper, Motorised. 
STEPTOE iin. stroke Shaper, Motorised. 


MACHINERY 


Classified Advertisements (PLANT FOR SALE, contd.) 





RQUHAR 


NEW MACHINES EX STOCK 





BESCO No. 3 Throatiess Shear, Motorised. | 


BESCO Universal Nibbler, 
Motorised. 
6in. 


30in. throat, 


by 6in. Power Hacksaw, 


Motorised 


BOXFORD Model B 4tin. Lathe, 
sed 


Motor- | 


TRIUMPH 7 7hin. by 48in. Gap Bed Lathe, | 


Motorised. 
6in. by 
Motorised. 
NDEY 1i2in. 
Motorised. 
STAFFA iin. 
Motorised. 
WOLF = 
Motorised 
SOAG ft. 
MURAD 


24in. Gap Bed Lathe, 


swing by 42in. Lathe, 


D.E. 
D.E. 


Radial Drill, 
3Q Capstan 


Pedestal Grinder, 


Pedestal 


Motorised 
jar Feed, 
ised. 
SOAG ft. 
Motorised. 
BROWN & SHARPE No. 13 
Grinder, Motorised. 
LANDIS i0in. by 36in 
der, Motorised. 
Riverter, Motorised. 


fadial Drill, Low 
Univ. T & ¢ 


Cylindrical Grin- 


All Motorised Machines are for 400/3/50 unles” 


sase, | 


| —_— Vertical —. 
all directions. No. 8 ‘Morse 


otherwise stated and can be seen running at | 


short notice. 


We Rebuild Machine Tools to Makers’ 
Beds Planed and Ground. Special 
Machines built to Instructions. 


Limits, 
Purpose | 


THE SURPLUS MACHINERY & | 


STORES CLEARING HOUSE 


Empire Works, 108 East Hill, 
Wandsworth, London, 3.WV 18 


LTD. 


"Phone: Vandyke 3266/7/8 
‘Grams: ‘** Wandsurp Put. London.”’ 


Ward 2A Capstan Lathes. Lin. 

bar and 1}in. bar and chucking. Motor 
(400/3/50) and belt driven. —HICKS MACHI 
NERY, Lrp., 26, Addison Place, 
W.11. Tel.: PARK 2333 


ones & Shipman 
Hydraulic Horizontal 
Machine capacity 18in. 
400/3/50.—-SOUTHERN 
MACHINERY CO., Connaught Buildings, 
Tanners Brook, Millbrook, Southampton. 
Tel.: Southampton 73101 


Fig. 540 
Surface Grinding 
by 6in., motorised 
ENGINEERING & 


N?- 2C Ward Motorised Bar Feed 

Capstan Lathe, Lever chuck, itin. gap 
Swing over bed i13tin., 12 spindle speeds 
48-2,041 r.p.m., 1956 machine. Excellent 
condition—LEE & HUN Crocus 
Street, Nottingham. 


LtD., 


Wadcem Radial Arm Drill For 

ale. Model 10A. Motorised for 380 
440 50. Chuck capacity tin. Speed of motor 
2,700 rpm. Max. working radius ft. 6in 
Minitnum working radius 144in 
sheet work og length by 4ft.—F. J. E 
LIMITED, 359, Euston Road, London, 


DWAR DS | 
N.W.1 


When answering advertisements kindly mention M. ACHINERY. 


London, | 


Maximum size | 


FOR IMMEDIATE DELIVERY | 


COLCHESTER Lathes, Mascot 8in. by 60in. 


CHIPMASTER 

“ACE” Bench Lathe, 4¢in. centres by 23in 
brn ae aaeee fi box and on cabinet 
stand. 6/3/50. 

a a Tobe Model 600/2, 5¢in. centres by 

in. between, 1,920 r.p.m., accuracy 0. 0002in. 
415/8/60 AC 
FEIFER Precision Toolroom Lathe. Model 
P.12, Qin. centres by 44in. between, 1,000 
t.p.m. Norton feed box, 187 threads Whit- 
worth, metric and module, turning accuracy 
0.002mm., 415/3/50 A.C. 

TROGLIA Late Model TPM20, 10tia. 
centres by nage between, Slin. in gap, 850 
r.p.m., Nort box. Whitworth, metric 
and module. 04 16/8/60 AL. 

GRANVILLE SENIOR 38iin./d4in. H.D. Bench 

Centre Lathe, 2lin. b.c. Motorised 


| ASTRA 6in. Stroke Slotting Machine, 4 speeds 


Grinder, | 
| SENIOR 
Motor- | 


to ram, compound table. Mot. 415/3/50. 
M.1 Horizontal Milling Machines. 
Table 25in. by 6¢in. W/S, longt. power feed, 
spindle speeds 12, 50/1,650 r.p.m., coolant 
pump. Motorised 415/3/50. 
Mill. Table 33 in. 
power a. 60/1,200. Dividing 
Model IV. Table 39in. by 
8tin., power feed all directions, swivel head, 
rise and fall, speeda 60/1,400, dial change. 
415/3/50 
Table 23in. by S8in., hand 
‘eeds to table in 
po Motorised 415/3/50. 
STAR Tool and Cutter Grinder,- capacity 
Sin. by 12¢in., with motorised workhead for 
external and internal grinding. 415/3/50. 


PLEASE ADDRESS YOUR ENQUIRIES TO 
DEPARTMENT “ P.” 


WILLIAM URQUHART 


1023-1027, Garratt Lane, London, $.W.I7 
’Phone: WIMbliedon 634! 


1 Precimax Universal 
Feed Grinder. Type U.P.H 

Brand New £500. Under list 

Z83, _ HINERY, Clifton House, 


Plunge 
10in. by 24in 
price BOX 
Euston Road, 





New & Used Machine Tools 


BROWN & SHARPE No. 1 


Tool Grinder 


3 Universal and 
27in. 


M.T 


Geared 
New 
No. 2 


K liin. cap 
Column Drilling Machine 
LLAR 4 Spindle Drill 
Mot 
EDWARDS 4ft. 
beam Folder. 


WRIGHT 


modern machine 


by 14¢. Universal Swing 

100-ton Dieing 

Press, with full equip- 
ment 

BLISS No. 20 Power Press. 1 

NORTON Hori. Spindle Surface Grinder, 
36in. table with 24in. by Sin. mag. chuck 
ALLAS Vertical Mill, sliding/swiv. head, 
table 44in. by 12in., old machine, good 
condition 

ER’ 


tin. stroke 


No. 1 
chuck, bar feed 


STRAIGHT & VINES LTD. 
MINT STREET, BOROUGH, 
LONDON, S$.E.1. 


HOP 4364 


Capstan, dead length. 


Telephone 
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DAVEY PAXMAN COMPOUND HORI- 


ZONTAL STEAM ENGINE direct coupled 
to 160 kilo-watt 480-volt D.C. generator, 
with grooved flywheel, complete with 
condenser, air and circulating pumps and 
oil separator 
CROMPTON PARKINSON DIRECT 
COUPLED MOTOR GENERATOR 25h.p 
480-volt D.C. motor, driving 16 kilo-watt 
240-volt D.C. generator, complete with 
Brookhirst Starter and Switchboard. 
Available inspection East London 
BOX ZII7, MACHINERY, 


Clifton House, Euston Road, 
London, N.W.! 











7in. Centre Willson 


re-ground bed. Motorised, all 
geared head. 2tin. H.M. Gap Vee Bed. Will 
swing 22in. in gap. 40in. between centres 
omplete with new chucks, I4in. and 20in. Face 
Plates, Steady, etc. As new throughout Any 
xamination. Price £365.—BOX Z102 
Macninery, Clifton House, Euston ad 
NeW Wed. 


Ward 3A Capstan Lathe Fitted 
with 7tin. 3-jaw airchuck and control 
gear, spindle speeds 59 to 1,155 r.p.m., electric 
coolant pump, power feeds to turret, self con 
te ained machine, 400/3/50, in véry good condition 
, E. SMITH (MACHINE TOOLS), Lap., 
St. L i Road, Birmingham rel 

( {Lthorpe 3761 


Colchester 8} tin. Mammoth Quick 

‘hange feed box, 6ft. Gin. between centres. 
5 hp 400-440 v., complete with all equipment 
Practically unused. Nearest £900 BOX Z129, 
MACHINERY, Clifton House, Euston Road, 
N.W.1 


Bentley 


ie -built 


Lathe, 


Plate Bending Rolls, 
new, for early delivery, in 6ft. by in., 
by ?in., 8ft. by #in. and &ft. by fin. capaci 
Special capacities made to order 

Selling Agents 


CHARLES E. MATTHEWS 


sft. 
ties. 
Sole 
MACHINE 
TOOLS 
34, Gladsto me Road, 
y . Surre! y 
rel Thornt« on He: ath 17 
Sweeney & Blocksidge No. 6CP 
Power Press, Mot. adj. stroke 1-3in., 25 
tons, open front 4 condition Also 
Bliss 15 ton, 24in £95.—C. I 
rHOMAS, Lrp., 18, Park Avenue, Solihull 1281. 


ee er 4E Pillar Drill, No. 3 

q 100 350 £150 A. McNAMARA 
& ¢ o. Line, Bacup, Lanes Phone: 
Bacup 946 


Kearns No. 2 Facing, 
and Screwcutting Machine 

BOX 2126, 

N.W.1 


Boring 
motor drive, 
1043 MACHINERY, 
Euston Road, 


built about 
‘ lifton House 


iSTEDALL 


\ Machine Tool 

New Hacksawing Machines :— 
WICKSTEED _6in. £198 
WICKSTEED  8in. £208 
VELOX .. Ttin. £165 
VELOX lOin. £198 


Immediate delivery.—Prices include 
3-phase electrical equipment. 


Stedall Machine Tool Co. 
145-157 ST. JOHN ST. CLERKENWELL E.C.1 
Phone: CLERKENWELL 1010 


Lesa manana nasa namanaanseaaa aa 


22g pee ry 





July 9, 1958 


Classified Advertisements (PLANT FOR SALE, contd.) 


MACHINERY 


(Suppt.) 181 








MACHINE TOOLS FOR 
IMMEDIATE DELIVERY 
FROM LONDON hg 
ALL WITH 460-440-vo 
3-phase, 50-cycle ELECTRICS. 


HERBERT No. 36 Heavy Duty Duplex 
Miller, working surface of table 57in. by 


l4in. 

LUMSDEN 7!-LEO Open-fronted Ver- 
tical Spindle Surface Grinder, table 
48in. by Bin. 

JAMESON 3-dimensional Hydraulic Copy- 
ing, Routing and Profiling Machine, 
capacity B to F I2in., R to L 23in. by 6in. 


high. 

VOMAG Precision Fine Boring Machine, 
table 294in. by Ilin., hydraulic feeds. 

CHURCHILL No. 3 Planetary Cylinder 
Grinder, capacity 22in. by 48in. 

CHURCHILL Model AC Hydraulic 
Internal Grinder, capacity 24in. dia. by 
29in. long for long components. 

JONES & SHIPMAN [0in. 
Universal Grinder. 

CHURCHILL PAH Universal Grinders, 
1Oin. by 24in. capacity, hydraulic feeds 

HANSON WHITNEY 8in. by [6in. 
External and Internal Thread Miller. 

CINCINNATI No. 2 Dial-type Horizontal 
Miller, table 49in. by 12in 

KNIGHT No. 20 Vertical Milling and 
Boring Machine, canting table 9in. by 
40in. 

ORMEROD 26in. 
Slotter. 

ACME-GRIDLEY Mode! RPA-8 eight- 
spindle 6in. Chucking Automatic. 

CHURCHILL PBH Universal Grinder, 
capacity I6in. by 50in. 

RYDER No. 6 6-spindle Vertical 
capacity 6in. by 6in. 

STANLEY /4}in. centre Gap Bed Boring 
and Facing Lathe. 

GOSS & DeLEEUW 5-spindle 8in. capa- 
city Chucking Automatics 

GOSS & DeLEEUW &-spindle 
Chucking Autos 

— Btin. by Bit. S.S. & S.C. Toolroom 
Lath 

ARCHDALE 36in. Sensitive Radial Drill 

RYDER No. {8 Vertical Autos, motor 
driven, max. length of workpiece 26in. 

RICHARDS 2HB_ Horizontal Boring 
Machine, 2gin. dia. traversing spindle. 

CHURCHILL OSV Vertical Spindle 
Hydraulic Surface Grinder, table 60in. by 


by 27in- 


stroke Motor-driven 
Auto, 


6in 


10in. 

B.S.A.-GRIDLEY Mode! “R” 
city 4-spindle Auto. 

GLEASON  [8in. Combination 
Lapping and Testing Machine. 

PITTLER Model RE.!I.60 Turret Lathes, 
high speed, 8gin. centres, 2Zin. hollow 
spindle. 

LANDIS i0in. by 24in. Type “C” 
Hydraulic Universal Grinder. 

CINCINNATI Mode! 08 Production 
Miller, table |83in. by 63in. 

CINCINNATI No. 2 Vertical Dial-type 
Millers, table 524in. by I24in. 

WICKMAN in. capacity Sliding Head 
Precision Auto 

CLIFTON & BAIRD 30in. Metal Cutting 
Bandsaws, table swivels for mitring 

LIBBY 2H8 Universal Combination Turret 
Lathe, I3}in. centres, hole through 
spindle 84in. 

ARCHDALE 28in. Horizontal Plain Miller, 
table 49in. by !3in., 3-way power feeds 
WANDERER OFV Vertical Mill, swivelling 
head, table 394in. by [0in., top speed 

1,075. 

CHURCHILL HBA Automatic Sizing 
Hydraulic Grinding Machines, swing 
inside water guard !2in., over table 19in. 

PLAUERT No. 70 Horizontal Boring 
Machine, 2gin. dia. traversing spindle. 


LITTON’S 


MACHINE TOOL CO. LTD, 


372-378, Old Street, London, E.C.1 
Telephone: SHOreditch 4814/5. 
Telegrams: ** Galloon, Avenue, Lond.” 


Idin. capa- 


Gear 


| 








ACBARS LIMITED 


SPECIAL OFFER OF 
SECONDHAND 
CAPSTAN LATHES 

All Motorised 400/3/50 


Two ER’ No. 0, 
Electro-Pneumatic. In 

dition. £270 eac 
Two C.V.A. Type CA10 Capstan Lathes, 
fin. collet capacity. Spindle speeds 
100-2,100 r.p.m. £120 each. 
din. capacity, 


tin. capacity 
excellent con- 


overhauled. 
. 2E, lin 


liin. collet capacity, 

with two-speed motor giving. 
spindle speed range from 48-2,041 r.p.m. 
With collet chuck and bar feed. £325. 

Five WARD 2A Capstan Lathes, as above, 
with two-speed motors and power feed 
to both the saddle and turret. £380 
each. 

All the above Ward Capstan Lathes have 
a number of colleta with them and also 
some tooling. All have been completely 
overhauled. 

One SOUTHWARK No. 2 lifin. collet 
capacity, me ay equipment. £245. 

One 3 High Speed Cyaan 
Lathe. fitted pA air-operated chuck, 
spindle speeds 60-1,500 r.p.m. £540. 

The above machine has been rebuilt and is 
first-class in all respects. 

Two DRUMMOND Type K Capstan Lathes, 
arranged for chuck work. Spindle bore 
2in., spindle speeds 60-1,000 r.p.m. 


£450 each. 

One GISHOLT No. 4 Capstan Lathe, 
arranged for chuck work, 2tin. hollow 
spindie. Spindle speeds 39-400 r.p.m. 
With very good equipment. £315. 

One BARDONS & OLIVER No. 5 Capstan 
Lathe, arranged for chuck work, with 
2tin. hollow spindle. Spindle speeds 
21-569 rpm. With good equipment. 
£430, 

One LIBBY 4R Capstan Lathe, arranged 
for bar work, complete with collet chuck 
and bar feed, spindle speeds 45-715 r.p.m 
Maximum bar capacity 2in. Well 
equipped. £450. 

One T No. 7 
— spindle speeds 


on FOSTER No. 2B Turret Lathe, 3fin 
diameter hollow spindle, 22in. swing over 
bed, spindle speeds 12-325 r.p.m 
Hardened bed. £765. 


Combination Turret 
18-366 r.p.m. 


57a, HOLBORN VIADUCT, 
LONDON, E.C.I. 
Cen. 6811-2: 2287-8-9 

Works, Sutherland Walk, London, S.E.17. 








| motorised 404 
EERING 
Buildings, 
ampton 


Richmond 11B3/12 (New) 4ft. 6in. 


capacity, 


Drilting Machine, 2in 
3/50.— SOUTHERN 
& MAC HINERY CO., 
Tanners Brook, Millbrook, 
Tel.: Southampton 73101. 


Radial 
ENGIN 


South 


Connaught 








Herbert 2D Capstan, Flamard 
Bed, Dead Length Chuck, Bar 
feed Electric Pump and Fittings, 
Serial 89-636 Speed Range 50- 
2500 r.p.m. 


THE SURPLUS MACHINERY & 
STORES CLEARING HOUSE LTD., 
108 East Hill, Wandsworth, 
London, $.W.18 


Phone: Vandyke 3266-7-8 


Cornellis 
| A.G.H 


’ Street, 








H. BELL(“"*) LTD 
Offer from stock : 


GRAND RAPIDS Type F, 60in. by 
18in. Surface Grinder. Hydraulic 
operation. 

CHURCHILL-FAY 
Automatic Lathe. A.G.H. Quantity 
of equipment 

VAN NORMAN Plain Miller. Table 
oa by !0in. 18 speeds 30 to 1,450 

Quick power traverse 

ARCHDALE 30in. Vertical Millers. 
Speeds to 522 r.p.m. With {5in. 
circular table 

GOULD & EBERHARDT 28in. Heavy 
Duty Shaper Max. stroke 30in. 
Swivel vice 


BUTLER i2in 


12in by 45in 


Precision Toolroom 
Slotting Machine. Canting Ram. 

PLANER (Oft. by 3ft. by 3ft. capacity 
One —— Table driven by rack 
and pinio 

RICHMOND H2S Plain Miller 
33in. by Yin 

BROADBENT I/4in. S.S. & S.C. Heavy 
Duty Gap Bed Lathe. Swings 50in. in 

, Bap and 7ft. between centres With 
full complement of equipment 

WARD No. 7 Combination Turret 
Lathe with plain beds. War finish 
Speeds to 750 r.p.m 

WARD No. 7 Capstan 
bed. Reconditioned 


Table 


with covered 
Speeds to 750 


Reconditioned 
With ball 


r.p.m 
WARD 2A Capstan 
Speeds to 1,53! r.p.m 
chuck and bar feed, etc 
JONES & SHIPMAN Fig. 
versal Precision Grinder 
HERBERT 50in. Horizontal 
Machine. Pull 20 tons 


For full list of modern motorised 
machine tools write or ‘phone :— 


H. BELL ("i") LTD 
WALTER STREET, LEEDS, 4 
Tel. 637398-9. 


137 Uni- 


Broaching 











| 'Three Quickwork-Whiting No. 
486 Stamping Trimmers for sale For 
trimming or forming any kind of stamping 
Capacity yin. mild steel. Table 40in. diameter 
Three cutting speeds Diameter of two vertical 
spindles, one carrying cutter, the other feed 
rolier, liin. Motor driven 400-440/3/50 
yo J. EDWARDS, Livitrp, 359, Euston Road, 
London, N.W.1, or 41, Water Street, Birming 


ham, 3 





WILLSON 9¢4in. Centre Heavy Duty, 
motorised, all geared head Lathe, Large 
Gap Vee Bed, quick change gear box. 
72in. between centres. 3jin. H.M. New 
in. and I6in. chucks, two steadies, I6in. 
and 26in. Face Plates. Guaranteed 
perfect throughout. Practically unused. 
Price £950 
BOX Z96, MACHINERY, 
Clifton House, Euston Road, N.W.1! 











No. 3 Kendall & Gent Motorised 
Horizontal Broaching Machine, 50in. 

Broaches up to 3in. squares from 
round, four cutting speeds. Constant quiek- 
return.—-LEEK & HUNT, Crocus Street, 
Nottingham 


stroke 


Universal Thread 
Generating Machine. Cap. 4}in. 36in. 
Motorised. WILCOX & CO., Barr 


Birmingham 19. NORthern 1234/5. 


When answering advertisements kindly mention MACHINERY. 
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Thiel 58 Duplex Tool Milling | No. 
Machine with universal milling table 
Motorised 400/3/50.—S8O0UTHERN 
EERING & MACHINERY CO., 
Buildings, Tanners Brook, Millbrook 
ampton. Tel.: Southampton 73101. 


3U “Adcock & Shipley” 
motorised all-geared Universal Milling 
| Machine. Table 50in. by 12in., has longi 
travel of 30in. Spindle speeds 20-1,400 r.p.m 
Auto feed 4in.-50in. per min., all movements. 
tapid traverse by separate motor. Good 
equipment. Post war machine.—-LEE &«& 
| HUNT. Lrp., Crocus Street, Nottingham 


ENGIN: | 
Connaught | 
South- | 


ew Sheet Metal Grinding and | 
Polishing Machines by Johannsen, for | 
sale. Motor driven 400-440/3/50. Single and Churchill HBA Internal Grinder. 
double belt models in four sizes to take all kinds | Cap. 4in. diameter by 2in. Hydraulic 
of sheet metal up to 9ft. llin. by 4ft. 1lin. | . Motorised WILCOX & CO... Barr 
Double belt 6ft. 1lin. by 3ft. Sin. ex. stock. : n. 19. NORthern 1234/5 
Full details and illustrations from F. J. a cia a te 
EDWARDS Loirep, 359, Euston Road, | 
London, N.W.1. Euston 4681, or 41, Water 
Street, Birmingham, 3. Central 7606 | 


| operation 
| Street, Birmingham, 


| Continuous Wire Drawing Ma- 
| chine, new 1955, 10 block type, drawing 


speed up to 50ft., for heavy wire up to 6.5in., 

“ for wire rods up to 0.28in., separate D.C. run 

Herbert No. 4, All Geared Head | of each block from a Ward-Leonard Generator 

Capstan Lathe. 2in. capacity, dead-length | set) Can still be seen running.—Write for 

rx ey yy bore “i 3 ay | further particulars to BOX 2104, MACHINERY, 
79/80, Pentonvilie Road, London, N.1. ‘Phone: | ‘ft? House, Euston Road, N.W.1 

TERminus 0167/8/9 } 


Overhead Morris 3 Ton Electric Herbert 4BS Capstan, Bar Feed, 

travelling crane, 17ft. span. Standard collets, chuck, tooling, guards, 5 h.p 
electrics. Pendant control for all directions. | ¢lectrics, all in good condition. £185 0.n.o 
Excellent condition.—BOX Z120, Macninery, | BATES, Blakeney Court, Maidenhead. Tel. 3169 
Clifton House, Euston Road, N.W.1. 


| 
Schaublin (Swiss) Turret Lathe. 


60in. by 124in. with vertical attachment. 4.725in. height of centre, 11.652in. between 
Price £550.—HAMWORTHY ENGINEERING | headstock and turret, 
Ltp., Poole Dorset, | Churchill Semi-Universal Grinder, 

| by 16in. 

| Ward No. 10 Turret Lathe. 
| Gould & Eberhardt (U.S.A 
| cut gears to 12in. dia. 13in. face 
| 
| 
| 


Victoria P3 Milling Machine, 


sin 


Spline Hobber, 


One No. 2 Steinle Thread Rolling | Maag Gear Hobber, D.S.H. 20. 
Machine. Capacity fin. to 3in. diameter, Gleason Quenching Press No. 26 
in almost new condition Little used and at reasonable prices 
Globe Steel Works, Alma Street, | pecans ’ ¢ : 
Sheffield, 3. ‘Phone: 26518. 


SIMON (E 
Mr. J 


Cheadle 


Dice | Two Stevens & Bullivant No. 4 

Vertical | Rotary Cold Swaging Machines for sale 

2,000 rpm. £525 or | For red or tube pointing. Capacity mild steel, 

best offer within the next seven days. One | solid #in., tube gin. Electric equipment 400 

24in. 6.5 Shaping Machine. £225 Ring | 440/3/50 Illustration and full details from 

Bromsgrove 3576 F. J. EDWARDS Liorrep, 359, Euston Road, 
| London, N.W.1. 


ne 18in. Archdale 


Milling Machine, 





NORMAN E. POTTS (B’HAM) LTD. 
offers : 

ARCHDALE isin. Vertical Milling Machine 
400/3/50. 

AR ALE 20in. 
Machine. 400/3/50. 

ERT “V"’ Junior 2-spindle drilling 

and tapping machine. New. 400/3/50 

EDGWICK Hariiness Testing Machine 

ROYCE Drying Oven. Rating 5 kW, 110 
volts D.C. 


106, LORD STREET, WOLVERHAMPTON. 


Tel.: 23727, 20049-20076, 


Bardons & Oliver No. 3 All- 

geared universal capstan lathe, serial 
10661, suitable chuck or collet work, capacity 
| through auto collet 1ltin. dia. hardened steel 
bed, swing over bed 15in., swing over cross-slide 
| 7iin., spindle speeds 83 to 1271 r.p.m., power 
feeds to turret, saddle and cross-slide, self con 
| tained machine 400-440/3/50, very good con 
dition. £325.—E. SMITH (MACHINE TOOLS 
Lrp., 76, St. Lukes Road, Birmingham, 5 
Tel.: CALthorpe 3761 


Horizontal Milling 











| Churchill Cyl. Grinder, 6in. by 
| 1sin., hydrauto bearings, hydraulic tra 
Mot. 400/3 Suds, etc Offers 

Cc. L. THOMAS, 18, Park Avenue, 
Solihull 1281 


| 


Cunliffe & Croom Broaching 
Machine, 3ft. pull. 400/3/50 £225 | 

A. McNAMARA & CO., New Line, ac | 

Lancs. "Phone: Bacup 946 | 


verse 50 


MISCELLANEOUS FOR SALE 
Cincinnati 3FS Semi-dial Plain | 

Horizontal Milling Machine, table 62}in. | 
by 15tin., spindle speeds to 450 r.p.m., 
motorised 400/3/50.—SOUTHERN ENGIN- 
EERING & MACHINERY CO., Connaught 
Buildings, Tanners Brook, Millbrook, South- | 
ampton. Tel.: Southampton 73101. 


Comparator. Vertical Omti- 

meter, new and unused with accessories 
£100.—WM. DOUGLAS & SONS, Li»rrep, 
Douglas Wharf, Putney, 8.W.15. 


| Lane, London, W.C.2. 


AUCTIONS 


28th Sale. 


By Order é 


of E 7 
the 


CENTRAL ORDNANCE DEPOT, 
BICESTER, OXON. 


Important Sale by 
I 


Minister 
of 
Supply 





Auction 
y 


MIDLAND MARTS LIMITED 


of 


GOVERNMENT SURPLUS 
MACHINE TOOLS 


VEHICLE SPARES AND TYRES, FURNITURE 
GENERAL STORES, WIRELESS 
AND SPARES, VEHICLES 
Including: 
Churchill and Lan‘is Crankshaft Grinding 
Machines, Landis Griuding Machine, Churchill, 
Boring and Screw Cutting Lathe, Kitchen & 
Wade Boring and Drilling Machine, Paxman 
Generating Sets, Collis Stackers, Manchester Oil 
Fired Furnace, Snow Table Surface Grinding 
Machine, Scottish Split Shearing and Punching 
Machine, Burdett Slotting Machine, Cuthbert 
Connecting Rod Reboring Machine, Wadkin 
Band Saw Sharpening Machine 
14 Le Blond Regal Lathes, Pneumatic Drills 
and Spares, 15 Petter Engines, English Electric 
Arc Welding Transformer, Charging Sets, Pultra 
Precision Lathe, 17 Cornwell Precision Lathes, 
13 Denham Lathes, Lathes by Brown & Ward, 
Herbert; Holbrook; Vernons and Lodge & 
Shipley. Sensitive Drilling Columns by Jones 
& Shipman; Adcock & Shipley, and Pollard 
Grinders by Brown & Sharpe; Norman Elect; 
Stamford Elect; Mitchell; Rowlands, ete 
Carter & Wright Punching and Shaping 
Machine; Jones & Shipman Linishing Machine; 
Robson Universal Milling Machine; Horsfall 
Metal Baling Machine; Listers Metal Baling 
Machine. Taps, ties, Sewing Machines, 
Machine Tool Spares, et« 
which will be sold in large and 
small lots to suit all buyers on 


TUESDAY AND WEDNESDAY, 15th and 
16th JULY, 1958, at 11 a.m. on EACH DAY 
VIEW DAYS: Thursday, 
day, 10th, 11th and 14th July. 
CATALOGUES, price 1s., to admit two to view 
and one on sale days, from the Auctioneers 
Dept. 8), Market Square, Bicester, Oxon 

rel. 73 


Friday and Mon 


By Order of the Owners. 
FOR SALE BY PRIVATE TREATY 


the business of 
THE EAST ANGLIAN 
ENGINEERING CO., LTD., 


including the 


FREEHOLD FACTORY 
at 


LOWESTOFT 
containing a floor space of 42,000 sq. ft 
and the 


PLANT, MACHINERY AND 
EQUIPMENT 


including 
, CAPSTAN AND TURRET 
LATHES 
TAPPING, GRINDING, 
SHAPING, SLOTTING, PLANING, 
BORING AND OTHER MACHINES 
PAINT SPRAY, HEAT TREATMENT 
AND SAND BLAST PLANTS 
ACETYLENE AND ELECTRIC WELDING 
EQUIPMENT 
ATR COMPRESSORS, ET« 
Further Particulars obtainable from 
Messrs. RICHARD ELLIS & SON, Chartered 
Surveyors, 165, Fenchurch Street, London, 
E..3. Tel.: Mincing Lane 4272, 
or 
BUTCHER & CO., Indus 
Valuers, 73, Chancery 
Tel.: Holborn 8411. 


SS. & SA 


DRILLING, 


HENRY 
Auctioneers and 


Messrs. 
trial 


When answering advertisements kindly mention MACHINERY. 
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| SITUATIONS VACANT 





If you do not wish your reply to any Box No. | 


advertisement in this section to be forwarded to 
certain firms, please advise us. Your reply will 
then be destroyed, but you will not be notified as 
this would disclose the identity of the advertiser 


THE OPPORTUNITY FOR A 
SECURE FUTURE 


exists with a leading Engi- 
neering Company in the 
NORTH WEST, newly 
equipped with the latest 
types of heavy machine tools, 
for a 


MACHINE SHOP 
SUPERINTENDENT 


He must be capable of 
guiding detail layout plan- 
ning, and have a comprehen- 
sive knowledge of modern 
methods employed in the 
machining of large forgings, 
castings and fabrications 
weighing up to 150 tons for 
rotating plant. 


He must have held a similar 
position either using or 
manufacturing heavy 
machine tools, where leader- 
ship and enthusiasm were 
necessary. 


Housing and early entrance 
into Pension Scheme, to- 
gether with a good salary, 
are awaiting the right man. 


Please write giving full de- 
tails to BOX MY 4021, LPE, 
Romano House, 399/40I 
Strand, London, W.C.2. 





JIG AND TOOL DRAUGHTSMAN 
(Experienced) required for a wide 
variety of interesting work. Generous 
pension scheme and comprehensive 
amenities. Excellent conditions of 
employment. Apply, giving details of 
experience, etc. to The Personnel 
Manager, W. H. Alien Sons & Co., 
Ltd.. Queens Engineering Works, 
Bedford. 











Mediu 








This Company has expanded threefold in 
three years and offers excellent scope to men 
of undoubted ability and integrity. Attractive 
conditions of employment in new factory 


Housing assistance given. 





~new 10 ft. “Churchill”. 





BALDING ENGINEERING L"° 


REQUIRE Chief Planning Engineer, Slideway Grinder Operator 
Also Universal Grinder Operators. 
Fully skilled Millers. 


SANDY LANE, NORWICH. 








| LONDON COUNTY COUNCIL. 
BRIXTON DAY COLLEGE 
| with Evening Department), 56, Brixton 
Hill, 8.W.2.—Required as soon as possible 
| (i) Assistant, Grade B, for Mathematics, Science 
and/or Technical Drawing and to assist in the 
organisation of technical courses, (ii) Assistant, 
Grade A, for Elementary Science for Technical 
| Course students, The work is with part-time 
|day release and evening students up to first 
| year ONC. 


Burnham F.E. salary scales 


Grade B, £650 by £25 to £1025 (Man 


Grade A, £475 by £25 to £900 (Man). 


| plus £36 or £48 London allowance, additions for 

| qualifications and training; increments within 
scale for experience Forms and = further 
| details from Principal at College to be returned 
by 18th July. 269 


| Active and Imaginative Tool- 
room Foreman required, for modern fac 
tory in South Wales engaged in Tube Manipula- 
| tion. Good opportunity for practical man who 
} can design and make Tooling for Press, 
and Assembly Jigs. This is a Superannuated 
| post. Canteen facilities are available. Reply 
| giving fullest particulars of past experience 
| stating salary required.—BOX Z113,MAcCHINERY, 


| (tifton House, Euston Road, N.W.1 
| 


| 
| Highly Paid Secure and Interest- 
| ing posts are always available for tech- 
| nically trained men. Find out how you can 
| put some letters after your name by preparing 
j}at home in “No Pass—No Fee" terms for 
| A.M.I.Mech.E , A.M.1L.Prod.E., A.M.S.E., City 
|}and Guilds, etc., etc. Full details of exams 
| and hundreds of courses in all branches of 
| Engineering. Draughtsmanship and Manage- 
ment, the Benefits of our Emoloyment Dept., 
and unique record of 95 per cent. successes, are 
given in “Engineering Opportunities ”’ 
| valuable 144-page Guide which will reveal 
|} many chances you are now missing. Write 
for your copy today stating (subject of interest 
|}—FREE and without obligation. 
Dept. 34a, Wright’s Lane, London, W.8: 


Planning Engineer Required by 


Hoover Limited. Applicants 
| experienced in automatic 


must 
processes combined 


work as it applies to light engineering industry. 
Age range 25-35. Salary according to age, 
qualifications and experience.—Apply in writing 
| Stating age, qualifications and experience, to 
|the EMPLOYMENT OFFICER, HOOVER 
Limite, Perivale, Greenford, Middlesex 


m Sized Light Engineer- 
ing Company producing volume lines 


| invite applications for the position of Chief Jig 
| and Tool Draughtsman to take charge of plastic 
| moulding tool, press tool and jig and fixture 


design. A knowledge of special purpose machine 
design and methods improvement would be a 
distinct advantage.—Please submit applications 
in writing to: WORKS MANAGER, ASHLEY 
ACCESSORIES, Lrp., Morecambe 
Ulverston, N. Lancs. 


tending | 


B.LE.T., | 


| with a knowledge of presses and general assembly | 
| 
| 


hoad, 


Heat Treatment Superintendent 
| Experienced in handling precision 
A.1.D. and commercial work in bulk and batch 
quantities. Senior appointment. Large estab 
lished Company, Mid Kent area. Contributory 
| pension scheme. Assistance with housing. 
Write BOX Z131, Macutnrry, Clifton House, 
Euston Road, N.W.1. 


| Young Man Required By Plastic 

Mould Makers, to assist and train under 
| Works Manager. Should have workshop and 
drawing office experience. Knowledge Tool- 
making advantage but not essential. Wembley 
District.—Write giving full details, BOX 
764, Macurvery, Clifton House, Euston Road, 
N.W.1. 


Multi Spindle Automatic Setter 

required. Really good wages will be paid 
to first class man, who must obviously be fully 
experienced Give details of experience in 
chronological order.—PERSONNEL OFFICER, 
THE ANTI-ATTRITION METAL CO., Lrv., 
Woodlands Park Works, Cannon Lane, Maiden 
head, Berks 


WORKS MANAGER 


Applications for position of Works 
Manager are invited by a well-known 
firm of Engineers in the East Midlands 
engaged in the manufacture of high class 
special machinery and general engineering 
Candidates should be between 35 and 
40 years of age, having served a period 
as Works or Student Apprentice and 
have the qualification of Higher National 
Certificate in Mechanical Engineering or 
equivalent. Some experience in manage- 
ment and up-to-date methods is 
essential 

The appointment to commence mid- 
September or early October. Write, 
giving details of age, experience and 
qualifications to BOX Z133, MACHINERY, 
Clifton House, Euston Road, N.W.1. 

All applications be 
confidence. 





will treated in 





SENIOR MECHANICAL 
DESIGNER-DRAUGHTSMEN 


are required for a wide variety 
of interesting projects. 

The work requires men with sound 

engineering experience who are able to 

work with the minimum of supervision. 

A knowledge of hydraulic, pneumatic or 

electrical circuits an advantage. 

Excellent rates of pay and prospects are 

offered to suitable applicants. 

For interview, call, write or telephone 


NORTH WEST MACHINE 
DESIGN CO. LTD. 

177 Kenton Road, Kenton, Middiesex 
Telephone: WOR. 030). 
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REPRESENTATIVES 
Rapidly Expanding Gauge 


Manufacturers will require in September 
first class Agents in the Midlands, Scotland and | 
South Wales. High rate of commission for men 
with established connections who will promote 
a new product with a guaranteed market. 
Apply BOX Z105, Macuinery, Clifton House, 
Euston Road, N.W.1. 


Agent Required on Commission 

Basis by well established light engineering 
Co. A.LD. and A.R.B. approved. To obtain 
work for toolroom, machine and press shops, 
also general assembly, etc. Highly skilled 
staff with modern equipment and factory in 
West Middlesex replies in strictest con- | 
fidence to General Manager.—BOX Z107, 
MACHINERY, Clifton House, Euston Road, 
v.W.1. 


Machine Tool Sales Represen- 

tative required for 8.E. England and part 
of London. Must have good knowledge of area, 
first-class selling experience and connections. 
Salary, commission, expenses and car. Pension 
Scheme. (Own staff advised of vacancy 
Apply in confidence, giving full details of age, 
experience, etc., to: Managing Director, BOX 
Z118, MacuINeRY, Clifton House, Euston Road, 
N.W.1. 


ondon’s Largest Stockholders 
of bright and alloy steel bars require the 
services of sales representatives with experience 
in this trade.—Applications, giving details of 
this experience, age and salary should be 
addressed to the SECRETARY, MACREADY'S 
METAL CO., Lrv., Usaspead Corner, Penton 

ville Road, London, N.1. 
Re- 


‘Technical Representative 
quired in Midlands area for the sale of 
Tungsten Carbide products of International 
repute. Applicants should be technically 
trained men able to demonstrate Carbide Tools. 
Plesse reply in own writing stating age, 
education, experience and salary required to 
BOX. Z94, Macurnery, Clifton House, Euston 
Road, N.W.1. } 


Representative Required by, 

London Company marketing specialised 
machine tools. Generous remuneration and 
good prospects for experienced man with 
enthusiasm and appropriate connections. Car 
provided.—BOX Z70, Macuinery, Clifton 
House, Euston Road, N.W.1. 
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UATIONS WANTED | 





Senior Buyer, Keen Energetic, 

at present with a leading 1aanufacturer of 
mechanical handling equipment, wide contacts, 
used to control of staff and modern buying 
methods, seeks position with responsibility for 
buying function with progressive company 
Write BOX Z95, Macnrinery, Clifton House, 
Euston Road, N.W.1. 


Auto Setter Wishing to Move to 

London area seeks employment. Age 36. 
Experienced Index, B. & 8., C.V.A, and Wick 
man Multi Spindle. Working knowledge layout 
and Cam Design.—BOX Z108, MACHINERY, 
Clifton House, Euston Road, N.W.1 


General Manager of Medium 

size engineering company requires similar 
position with view to Directorship. Fully 
qualified Production Engineer with drive and 
initiative together with integrity and common 
sense as the main factors. Fully conversant 
with all departments including planning, tool 
design, time and motion study, progress and all 
types of precision machining and costing Able 
to control economically from design to finished 
product of development quantities, small or 
large batch type production. Locality London 
area or Southern England Age 42 Available 
November, 1958.—BOX Z109, MACHINERY, 
Clifton House, Euston Road, N.W.1 


Practical Engineer, 

light engineering, planning, 
time study experience, could take charge and 
boost production of small factory.—BOX 
Z115, MacuINeRry, Clifton House, Euston Road, 
N.W.1. 


Aged 47, 


ratefixing, 


Engineer, 30 Year 

experience in the Workshops. Machine 
and fitting, etc. General, Development, and 
Toolmaking. Administrative background with 
practical ability. Seeks position in practical 
field.—BOX Z56, Macurvery, Clifton House, 
Euston Road, N.W.1 


Practical 


Senior Mechanical Designer. 

Former Chief Draughtsman pro- 
gressive situation. Experienced in great variety 
of Machinery, Special Purpose Machines, General 
Tooling, Machine Tools, Industrial Turbines, 
Aero-Engines, Heavy Engineering, et BOX 
Z119, Macninery, Clifton House, Euston Road, 
N.W.1. 


Seeks 


REPRESENTATIVES 


A Very Well Known and Experi- 

enced free lance Sales Representative 
covering Scotland, seeks an additional agency 
in Instruments, Mechanical Tools or Machine 
Tools. Entree to every Engineering firm at all 
levels Complete coverage with enthusiasm and 
integrity.—-BOX Z92, Macureery, Clifton 
House, Euston Road, N.W.1 


‘Technical Representation. En- 

thusiastic young man, with 10 years’ 
experience in the machine tool trade plus 
necessary personal qualifications, seeks career 
as Technical Representative. The advertiser, 
having completed an apprenticeship, spent a 
year on the Continent and travelled as a service 
engineer/demonstrator, is ready to consider any 
genuine offer.—BOX Z127, Macutnery, Clifton 
House, Euston Road, N.W.1 








RECEIVED TOO LATE FOR CLASSIFICATION 





PLANT WANTED 





URGENTLY REQUIRED 


HORIZONTAL UPSET 
Machine, 4in. or 5in. capacity 

PNEUMATIC HAMMER 2 or 3 cwrts. 

TAYLOR & CHALLEN No. 6 Double 
Action Deep Drawing Power Press 

HYDRAULIC Double Action Power 
Press with approx. 9ft. square bed area, 
500/650 tons capacity 

HYDRAULIC Single Action |,200/!,500 
tons capacity, suitable for Planishing. 

HYDRAULIC Double Action Press, 
similar to T. & C. No. 6. 


BOX ZI16, MACHINERY, Clifton House, 
Euston Road, N.W.1!. 


Forging 











Wanted 


Slide Machine. — 
similar. In any condition. 


Heenan & Froude 





Wanted, Cincinnati N 

Feed Vertical Miller.—BOX 
Macuinery, Clifton House, Euston 
N.W.1. 


Z132 


: Strip Forming Multi- 
or 
Apply BOX Z121, 
Macuinery, Clifton House, Euston Road, 
N.W.1. 


. 3 Dial 


Road, 





B.S.A. SINGLE SPINDLE AUTO- 
MATICS, late Type Machines only, 
other makes considered. 


BOX Z 125, MACHINERY, Clifton House, 
Euston Road, N.W.!. 











Wanted, Landis or Churchill 

10in. by 18in., 10in. by 24in. Plain 
Grinder. Must be in good condition. Please 
state serial number and price required BOX 
2130, Macninery, Clifton House, Euston Road, 
N.W.1. 


CONTRACT WORK 
Centreless Grinding is _ the 


Answer to many production problems 
We specialise in it, and so perhaps can help you. 
We have capacity from yin. up to 3in. diameter 
for all types of centreless grinding and can also 
make your complete components on our Autos 
and Capstans. (Up to 1 yin. diameter 
e believe our prices are as competitive as 
any, and we know our deliveries are better than 
most. “Phone or write for quotation or ask for 
our representative to call. We collect and 
deliver.—FITZNER Tamirep, 197-199, 
Road, Kingston-on-Thames. Tel.: 
451. 


KI Neston 


When answering advertisements kindly mention 


Kings | 


[mmediately Available: Press 
Capacity on 70-ton Cushioned Turner 
Press. 6in. stroke, maximum Shut 
12in HYDULIGNUM - JABROC 
. Lrp., Bristol Road, Gloucester. 
Gloucester 24941 


PATENTS—TRADE MARKS 


The Proprietor of British Patent 

778060, “ IMPROVEMENTS IN OR 
RELATING TO RECORD CONTROLLED 
MACHINES,” desires to conduct negotiations 
for the grant of license —-BOX Z122, MACHINERY, 
Clifton House, Euston Road, N.W.1. 


BUSINESS OPPORTUNITIES 


Small Manchester Engineering 


Company desires contact person or firm 
ideas and contacts for utilising existing 
At present solely subcontract 
machining (Turning, Milling, Planing) but 
future obscure. Financial interest not objected 
| to.—BOX Z128, Macurnery, Clifton House, 
| Euston Road, N.W.1 


MACHINERY. 


with 
facilities. 
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SWEDISH MADE 


HIGH SPEED STEEL AND 
TUNGSTEN CARBIDE 


a] U RS Available in a 


range of sizes from 4 to 16 mm. dia. 
Rough, standard and smooth cuts. 
Write for catalogue showing full 
range of Burs and Rotary Files. 




















We have designed & manufactured a range of 
LARK Air Motors specially for use with Oberg 
Burs. Speed range from 10,000 to 100,000 r.p.m. 





le 


20,000 
rpm 


$0,000 
rpm 


65,000 
rpm 


100,000 
rpm 


ne ere 


little * attention’ 





10,000 ) opm 


H. WILLIAMS & SON LTD 


* Sole Distributors for the Compac & Parvus Dial Gauges & Oberg Burs 


Please write for leaflet ‘Oberg/A’. 
STEEL TOOL MANUFACTURERS LARK WORKS, ST. ALBANS 
* Telephone: ST. ALBANS 52264/5/6 
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SOLE IMPORTERS 


Telegrams 
ETALON LONDON N.W.3. 





ROCH-ETALON STAINLESS STEEL PRECISION 


ARE THE BEST——STAY THE BEST 
ALEXANDER S. NEWALL MACHINE TOOL CO. LTD. 
287 FINCHLEY ROAD, LONDON, N.W.3. 


MEASURING INSTRUMENTS 





Telephone 
HAMPSTEAD 3855/9949 





When answering advertisements kindly mention MACHINERY. 
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A GD HEAVY DUTY FIXING DEVICE 


There is no waiting for cement to harden when you use Rawlbolts. The 
holes are drilled with a Rawitool to the exact size, the Rawlbolts dropped 
in and after the machine has been positioned the bolts are tightened. 
The expansion of the members locks the bolts in the holes. They cannot 
work loose through vibration or shock. The machine can be put into 
operation immediately. 
Rawibolts have earned a sterling reputation for strength and reliability 
throughout the world—they are used by the million every month. Rawlbolts 
grip by expansion—their strength as a fixing is based 
on the enormous compressive strength of concrete itself. 


RAWLBOLTS ARE MADE IN TWO TYPES 


For fixing heavy machinery to floors there is the Loose Bolt 
type of Rawibolt which enables the machine to be slid into 
position after the Rawiboit has been inserted. For wall fixings 
use the Bolt Projecting type which will position the fixing before 
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JOHN HARRIS TOOLS LTD., WARWICK, phone: 1221 (6 lines) 


and, at LONDON. GLASGOW. BIRMINGHAM 








Ae IRE RONDE ONES SOOT 


